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LINIG WITH THE MANUFACTURE, USES AND POTENTIALITIES OF PLASTIC MATERIALS 
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BACKGROUND TO I.C.I. PLASTICS 


The Search 
for 
Knowledge 








I.C.I. research teams devote 
much time to evaluating new 
polymers and modifying the 


properties of established materials 








to fit them for new uses. 





This branch of research 
calls for great ingenuity in 
devising special equipment. 
This experimental inverted extruder, 

designed by I.C.I. physicists, 


is used for determining the flow 





properties of thermoplastics, 





and the information it yields can 





do much to help in the solution 








of extrusion problems. 


IMPERIAL CHEMICAL INDUSTRIES LIMITED, LONDON, S.W.1 


P.499 
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PO ->TYRENE 


Manufactured by Plastic Engineers Limited, for 





Industrial Appliances Limited—exclusive holders 








of the patented ‘press-click’ opening action. 


The containers are used 
by the Kores Manufacturing 
Co. Ltd., as packs for their 
Pegasus Typewriter Ribbons. 


ERINOID LIMITED - STROUD » GLOUCESTERSHIRE 


— 
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Did you know?... 


e That we produce approx. 
| million mouldings 
every week... 













e That we design 
manufacture all our 
own tools... 












e That we maintain 
a high standard of 
inspection... 


@ We have experience of all types of mouldings and moulding powders and our 
tool-room capacity is one of the largest in East Anglia. You can count on us 
to give you every assistance in the design and development of your products 


whether they be Compression, Injection or Transfer mouldings. 


W. W. BALL & SONS LTD. 


BURSTEAD WORKS © KENNEL LANE © BILLERICAY © ESSEX 


PHONE : BILLERICAY 411/12 ' GRAMS: PLASTOOL, BILLERICAY 
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the astonishing strength, hardness, impermeability and endless lasting quality 


of coconut shell are almost unique among natural products 


ee a 





this remarkable combination of pure cellulose 
and lignin, is the substance of which | 


‘S”—s«éVavannite | 


is made—a powder whose 
quality and uniformity can 
be guaranteed 








there are many ways in which you can use 

vavanite capillary filler and extender in 

the production of better phenolic mouldings 

decoratively it imparts a surface gloss unobtain- 
able with any other material 


electrically it has useful non-tracking and . 
moisture-resistant qualities — 


mechanically its tensile strength and impact 
resistance are unusual 


economically it will save you 10-15% scarce phenolic resin. It prod uces 


finer surface finish 





greater impact strength 
special electrical properties 


longer resistance to moisture 


more beautiful mouldings 






- 


STONE, EVANS AND BRAUCH, LTD., Ceylon House, 15, America Square, London, E.C.3. . . Royal 3130 


Full technical information: Plastics Research Laboratories, 126, Torrington Park, London, N.12. . . . Enterprise 4664 
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MOULDINGS IN PLASTIGS BY COMPRESSION 
TRANSFER AND INJECTION TO YOUR REQUIREMENTS 


INSULATING HANDLES, BUSHES, CONTROL , dtd AND 
TERMINALS FROM STOCK MOULDS. 


ica Boon 


INJECTION MOULDINGS IN THERMOPLASTICS 
RESIN BONDED PAPER TUBES, BOBBINS & FORMERS 


MACHININGS & STAMPINGS 
MIGA INSULATIONS. 


CRYSTALATE LTD. 


ASSOCIATING 


MICA PRODUCTS LTD. 


CRYSTALATE HOUSE 

TONBRIDGE, KENT. 

PHONES TONBRIDGE 2261/5 (25 LINES) 
BUSINESS ESTABLISHED 1899. 
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ROM the smallest to the largest and most 

complicated plastic component for Aircraft 

and other industries, we, as the actual manu- 

facturers, are entrusted with the work of many 

famous firms who demand accuracy and quality, 
first and always. 


Our highly qualified technical staff is at your 


service. 


THERMO- PLASTICS LTD 


DUNSTABLE — BEDS 


Telephone: DUNSTABLE 686/7/8 and 777 Telegrams: THERMOPLASTICS, DUNSTABLE 


Aircraft Components ° Refrigerator Accessories * Sanitary and Bathroom Fittings 

Radio and Television Components * Motor Car and Caravan Accessories 

Canteen and Catering Equipment * Instrument Cases - Travel Goods 

i : H Batteries and Accumulators * Signs * Advertising Display * Shop Fittings 
Ss 


DUNSTABLE 
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1952 MODELS 


Single lever operated, semi-automatic, hydraulic ——————— 
machine, completely self-contained with electric a ] 
motor. Fitted with a compensating feed % 
mechanism and the latest Tem-Con automatic 
temperature control. The machine is economical 
to run and extremely simple to operate, ideal for 
female labour. All parts are standardised. 


bs ESE I 85S AN 





I oz. 2 oz. 
Mould area approximately.. 12 sq. in. 22 sq. in. 
Plasticizing capacity perhour 9 Ib. 18 Ib. 
Injection pressure .. .. 5f$tons 11 tons 
Mould locking pressure. .. 22tons 44 tons 
Shots per hour, subject to 
mould design .. .. 350 250 





GRANULATING MACHINES 
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Mouldings from our 
| ounce machine. 





rea ETRE 





polystyrene 33” dia. 
25 seconds. 1 ounce. 


0 EBON ERA 





cellulose acetate 54” x 5” 
30 seconds. 31 gramme. 








Granulates all thermoplastic materials, delivers at 
the rate of 80 Ib. per hour. Cutting blades are adjust- 
able and easy to clean. Completely self-contained 
with 2 h.p. electric motor. 


polystyrene 8” x 3)” 
20 seconds. 24 gramme. 


Write for particulars, or telephone our Works (Wordsworth 4488) for a demonstration. 


HUPFIELD BROTHERS LIMITED  anvddrrices 


DALSTON GARDENS : STANMORE: MIDDLESEX * ENGLAND 
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ich well moulded features / 












VAUXHALL 





THE SUPERB NEW 


features no fewer than eleven Ekco = 
mouldings, both compression and in- 


Ashtray covers 





jection. The edge-lit instrument dials 
are of transparent Diakon ; the gear-lever knob, which has 
an internal thread, is of cream urea; and the flush ash-tray 


covers and the wing ornaments are of brown and black / 





phenolic respectively. The whole of this moulding pro- 





gramme was carried through smoothly and economically 
by the Ekco Plastics ‘start-to-finish’ service, which special- Instrument dials Gear lever knob 
izes in making life easier for manufacturers of practically anything. If, then, you have a problem involving 
one or many different types of moulding, or a production problem to which plastics may provide the solution, 


you are cordially invited to transfer your worries to the broad backs—and minds—of Ekco Plastics! 


EK OQ Ge & hiutirg ® 


Members of the British Plastics Federation and the Society of the Plastics Industries of America 


E. K. COLE LTD. (PLASTICS DIVISION), SOUTHEND-ON-SEA, ESSEX 
Telebhone: Southend 4949] 
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CAPACITY 


4 oz. cyl.: 34 Ib./hr. in cell. acet. 
2 oz. cyl.: 26 Ib./hr. in cell. acet. 
112 in. x10 in. 
Maximum and minimum die thickness 12 in.—2 in. 


Plasticising capacity { 


Distance between bars 


Movement of die platen 72 in. 
Maximum area of work at 7 tons/sq. in. 36 sq. in. 
Locking force 136 tons 


4 oz. cyl.: 7°6 tons/sq. in. max. 


Injection pressure 4 9 oy, cyl.: 11°9 tons/sq. in. max. 

















EMB No. 9 Injection Moulder 
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By courtesy of Messrs. E. Elliott Ltd., Birmingham 


1, 5, 3 1, 2, 4, etc. 


hat was how these No. 9’s 

were ordered ample 

evidence of customers 
growing confidence in their 
performance. 





They havethe reliability, simplicity 
and ease of operation so essential 
in maintaining deliveries. 


Our engineers have had a wide 
experience in adapting these 
machines to special problems. 


May be we could help you too! 


E.M.B. Co. Ltd. 


WEST BROMWICH ENGLAND 
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Resinous Chemicals Limited 











invite enquiries for 


SYNTHETIC RESINS 


suitable for the 
manufacture of 


MOULDING POWDERS 


Enquiries to 


RESINOUS CHEMICALS LIMITED 
| Blaydon, County Durham 


Varnish media + Synthetic Resins & Glues 
Moulding powders: Fine Colours: Chemicals 


PHONE: BLAYDON 347-8 GRAMS: RESCHEM, BLAYDON-ON-TYNE 
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A complete range of 


Polyvinyl 
Chloride 


PRODUCTS 


& VINATEX P.V.C. COMPOUND 
FOR EXTRUSION including sheathing (dielectric and 
arctic grades), belting and piping. 
FOR CALENDERING 
FOR INJECTION MOULDING 


@ VINATEX P.V.C. PASTE 
FOR LEATHERCLOTH coated paper and casting. 
Special grades for low temperature flexibility and 
non-tacky finishes. Supplied pigmented or clear. 


ee VINATEX P.V.C. SHEETING 


and LEATHERCLOTH 
P.V.C. FLEXIBLE SHEETING and Leathercloth 
including press polished sheets, calendered plain or 
printed sheeting in all colours. Embossed supported 
and unsupported sheet in single or two colour effects. 


VINATEX LIMITED 


DEVONSHIRE ROAD - CARSHALTON - SURREY 
(Wallington 5333) 





VINATEX LIMITED IS A UNIT OF VINYL PRODUCTS LIMITED 


VP 26b 
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Are you harbouring 





scrap P.V.C., Cellulose Acetate, ™ 


Polyethylene, Polystyrene or “* Perspex”? ? We welcome 





all clues that lead us to these, or any kind of thermoplastic scrap and surplus 


material. Let us know the kinds and quantities you have to offer. 


PLASTIC SCRAP EB BSS .0 Wig a eye 


6-8 CRUTCHED FRIARS, LONDON, E.C.3. 
Telephone: ROYal 7654 (6 lines) ‘Grams: Mulbright, London 


Sole agents in Great Britain, France and Spain for 
H. Muehlstein & Co. Inc., New York. 
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| Do you buy Cellulose Acetate? 





wis BEXO 


Eg ET AT SORE 


for satisfaction, unrivalled colour range and 
uniformity of production 


| is available in sheet, rod and tube. CLEAR TRANSPARENT ~- SIGN COLOURS 
| Standard items delivered from stock. Small OPTICAL * TRANSLUCENT - ARMOURBEX 
. quantities are obtainable from the official OPAQUE ~* SPECIAL MOULDING QUALITY 
stockists, MESSRS. MILTOID LTD., 34/36 TRANSPARENT COLOURS « PEARL SHEETING 
Royal College Street, London, N.W.1. CUTTING PLATES and BARS * MOULDED SHEET 
(Euston 6467) and other wholesalers. LAMPSHADE and FIRE-PROOF LAMPSHADE 


. BX PLASTICS LTD. 
head sales office: HIGHAM STATION AVENUE, LONDON, E.4 


Telephone: LARkswood 5511 


ee ee 
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Now you can produce coloured 
polystyrene in any shade—cheaply — 
with Lustrex* colourant blend 


Monsanto LUSTREX* is now available in a new, 
versatile form. This is Lustrex Colourant Blend, 
a crystal-clear polystyrene specially formulated 
for dry colouring by the user, in simple apparatus. 


This Monsanto development brings many 


immediate advantages. For example: 


® Colouring costs are so low that savings of many 
pence per lb. can be made, compared with 
coloured moulding powders. Colourant Blend 
is supplied at exactly the same price as Crystal 
Lustrex general grade moulding granules. 

@® Any colour can be produced at short notice. 
This permits greater flexibility of operation. 

@ Only a comparatively small stock of crystal 
need be carried to produce all the shades de- 
sired. Leading moulders in the U.S.A. have 


found it possible to reduce stocks by as 
much as 75%. 

@®The only extra equipment required is a 
simple drum tumbler which will handle a 
charge of 50-150 lbs. of polystyrene, and a bal- 
ance on which the colours can be weighed to 
an accuracy of 1 mgm. 

® Processing is so simple. After mixing, under 
controlled conditions, the dyestuff adheres 
uniformly to the surfaces of the Colourant 
Blend granules. The material can then be 
removed and fed directly into the injection 
moulding machine. 


® Through the use of Lustrex Colourant Blend 
itis now possible to produce — at reduced cost 
—a wide range of toys, novelties, housewares 
and miscellaneous articles which were pre- 
viously moulded from processed colours. 


For full details and technical information, write now to Plastics Sales Department, Monsanto Chemicals Ltd., 
Victoria Station House, London, S.W.1. 
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LUSTREX is Monsanto’s improved poly- 
styrene. Designed specifically for the injec- 
tion moulding process, Lustrex permits 
high-speed production with great accuracy 
from standard equipment. 


Tensile strength, Ibs/sq. in. 
Elongation at break % 





| Modulus of elasticity in tension, Ibs/sq. in. 
Compressive strength, lbs/sq. in. 

Impact strength, ft.lbs/in. of notch 
Flexural strength, Ibs/sq. in. 


Dielectric constant, 60 cycles 
Dielectric constant, 10° cycles 
Dielectric constant, 10° cycles 
Power Factor, 60 cycles 
Power Factor, 10° cycles 
Power Factor, 10° cycles 
Resistance to acids 
Resistance to alkalis 


Resistance to organic solvents 





Machining qualities ... 


Colour possibilities ... 


Representatives 





Dielectric strength, short time, }” thickness, volts/nil. 


MONSANTO CHEMICALS LIMITED. 


in the world’s principal cities 


PLASTICS 


A few facts about Lustrex 


It is quick -setting — non -hygroscopic— 
consistently heat stable — easy to control, as 
shrinkage is slight. 

Lustrex Colourant Blend is now produced 
at Newport in addition to the well known 
range of Lustrex moulding powders. 


SPECIFIC PROPERTIES 


aie or ave aid ada ..- 6,000-7,000 


1.5-2.2 

. 1.7-4.7 x 10° 
11,000-15,000 
0.30-0.37 

.. 8,000-10,000 
500/700 
2.5-2.6 
2.5-2.6 
2.5-2.6 

0.0001 -0.0003 
0.0001-0.0003 
0.0001-0.0003 
Excellent 


Excellent 


Soluble in aromatic and chlorinated hydrocarbons 


Fair to good 
Unlimited 


* LUSTREX is a Registered Trade Mark 













Victoria Station House, London, S.W.1. 
In association with:— M 
Monsanto Chemical Company, St. Louis, U.S.A. 
Monsanto Ganada Ltd. Montreal. ONSANTO 
Monsanto Chemicals (Australia) Ltd. Melbourne. CHEMICALS “ PLASTICS 
Monsanto Chemicals of India Ltd. Bombay. 
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No need to state the virtues of polystyrene. It is accepted all 

over the world for its versatility . . . its adaptability. At long 

last the designer has been given a moulding powder reasonably 
free from limitations. 

No need either to state the virtues of Kleestron. Enough 

to say it is made by Kleemann’s in their new factory 

at Welwyn Garden City and is being sold... 

and moulded . . . and praised 


all over the world. 
oer S| 


O.M. KLEEMANN LTD. 


Sole Selling Agents for United Kingdom : 
EAST ANGLIA PLASTICS LTD 


52 Brook Street, London, W.!I 
All Overseas and Export enquiries to: O. & M. KLEEMANN LTD., West Halkin Hse., West Halkin St., London, S.W.1 
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What you can leave to Lorival: the estimation, desiga and production of plastic mouldings, including 


injection mouldings, ebonite and composition materials. The extrusion of ebonite, pliable and rigid plastic 





1veE LEFT IT 
70 LORIVAL | 





tubes, rods and sections, calendered sheet in plain or embossed finishes — 


and any plastic problem that’s bothering you ! 


(FLORIVAL PLASTICS 


UNITED EBONITE & LORIVAL LTD +: LITTLE LEVER + NR. BOLTON + LANCS. 


é 


a aa SLAY OSES 
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reduced prices 


These substantial reductions apply to all standard 
colours from ist June 1952 








3 


5 ft 80 watt reduced by 2 / 6 
4 ft 40 watt reduced by 2 / 








Smaller sizes also reduced 





* The prices of general 
lighting service lamps and 
other types of Osram lamps 


have been increased from ist June 


Full details on application 


Announcement of The General Electric Co. Ltd. 
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Thermo Plastic Mouldings 





4 


From ounces- 


to so ounces 


<> 


REFRIGERATOR 
DRAWER 





—650 cubic 
inches. An ex- 
ample of one of 
our latest trans- 
parent mould- 
ings, typical of 
the increasing 
use of thermo- 
plastics for 
refrigerators. 

















BOTH IN SIZE AND QUANTITY 


Clifford presses are as large as any in the country. 
Clifford capacity enables rapid, large-scale production 
to be maintained. Clifford experience in Thermo- 
plastic Technology provides the answer to many 
moulding problems. Clifford experts are ready to 
advise you on latest developments or special require- 
ments. Contact Clifford now! 


CLIFFORD MOULDINGS & CASTINGS CO 


(Proprietors : Clifford Covering Co. Ltd., a member of the Clifford Group of Companies) 
Whartdale Road, Tyseley, Birmingham 11 Telephone : ACOcks Green 1126/7 





21€6 
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Sunlight FAD! 


under perfect control 




















The new Kelvin Hughes Fade Outfit 
simulates the effects of sunlight for accel- 
erated fade testing of plastics, paint, 
glasses, lithographed matter, printing 
inks and many other materials. The 
power of the carbon arc lamp can be con- 
trolled by means of instruments fitted to 
the apparatus—thus ensuring consistent 
results. 

Forty-two samples can be accommodated 
for testing simultaneously—each with an 
exposure area measuring 5 cms. x 4 cms. 


Designed to afford maximum efficiency 





with a minimum of maintenance, the 
instrument is suitable for A.C. supplies of 
200/250 volts 50 cycles with a rating of 17 
amps. continuous running and 35 amps. 


on starting. 


For testing dyed fabrics, yarns, etc., where 
in addition to controlled sunlight, controlled 


K E L V z N r U G H E © humidity is desirable, the Kelvin Hughes 


Fugitometer is recommended, 
PRECISION INSTRUMENTS 


Write for full details to :— 


KELVIN & HUGHES (INDUSTRIAL) LIMITED, 2 CAXTON STREET, LONDON, S.W-1 
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PLASTICS 


Introducing 
NEW RESINS 


FOR 
THE PLASTICS INDUSTRY 


In addition to our well known range of 
raw materials for the Plastics and 
Surface Coating Industries, we are able 


to offer the following products :— 


W Phenolic Moulding Compounds for 
all purposes 


W Laminating and Bonding Resins 
Ww Phenolic and Cresylic Resins 


© Alkyd Resins 


Please address enquiries to: 


JULY, 1952 
































Some other R.H.C. Products 


Polystyrene Moulding Granules 


t 
| 
: 
‘ 
j 


‘Styron 475 High Impact Co-Polymer 
Moulding material 


| 

Other Moulding Compounds:- 
| Cellulose Acetate M.P. 
| 
| 


Polyvinyl Chloride Polymer 
and compounds 


j 


Styrene Monomer 
Methyl Methacrylate Monomer 


Dental Polymer 
Tomlinite Lignin 
Cellulose Acetate Flake 


Acrylic Resins Solutions and 
Emulsions 


Bronze and Aluminium 
Powders 


All types of Thermo-plastic scrap 





-R. H. COLE & COMPANY LTD 


2 CAXTON STREET - WESTMINSTER - LONDON -: SWI 


Telephone : ABBey 3061 (10 lines) 


Telegrams: GERATOLE, PHONE, LONDON 
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Matthey 
CADMIUM PIGMENTS 


Colours must suit the conditions in which they are S 


used—in nature or in industry. Matthey cadmium Publication 1676 deals fully with 


; : ? ; the use of cadmium pigments in 
_ pigments do this. Throughout their entire range— paral aa os dell 


. be glad to send copies on request. 
from greenish yellow through orange and red to te adinten -alelt aed as 


deep maroon—their resistance to the action of advise onany pigmentation problem. 
light, heat, mineral acids, alkalis and solvents is 

‘ . : One of the Specialised Products of 
outstanding. Materials coloured with them can be 


tre 
used with complete confidence in any environment J ohnson af | NW 
or in any climate. Matthey 


JOHNSON, MATTHEY & CO., LIMITED, HATTON GARDEN, LONDON, E.C.I 
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It is not surprising that many of the descendants of 
Ferg’Sons, after enduring many Ice Ages, migrated 
south to warmer climes. One Ferg’Son family settled 
in Egypt, adapting its name to the Egyptian equivalent 
—Nefer Kheres. 


They had the inherited Ferg’Son art of producing 
glamorous colours and wonderful powders moulded to 
any desired shape. They soon established a vogue... 
Egyptian ladies in high society dyed their faces green, 
blue, red, etc., in fact one damsel tried a tartan effect 
and was mistaken for a crossword puzzle. It is 
rumoured also that 
Cleopatra dyed her 
face green and was 
mistaken by her 
vegetarian aspfora 
vegetable marrow. 


A PARK WORKS, PRINCE GEORGE'S RD.. MERTON 


N N Ww 


JAMES FERGUSON & SONS LTD. 


JULY, 1952 


The coloured powders of Nefer Kheres (‘‘ Ferg’Son ” 
to you) were also extensively used for interior decor- 
ations of buildings at Memphis and Thebes. That's 
why they have survived the centuries. 


The most interesting fact of all, however, is that most 
of the ancient Egyptian Priests being seers (and better 
able to describe the future than their own past) fore- 
saw the 19th Century vogue for Mummy cases, per- 
suaded Nefer Kheres to mould them in various colours 
and “plant” them in certain tombs for British and 
other explorers to ‘‘ discover ”’ later. 


We sincerely trust that this information 
may not alarm Museum Authorities. 


To-day, the Firm of Ferguson is proud to carry on the 
traditions of its ancient ancestor Nefer Kheres, though, 
of course, on the most modern lines. Absolute TRUTH 
in colour in NESTORITE is recognised by leading 
Moulders as one dependable thing in a transient world. 


A. S. HARRISON & CO. Pry. Ltd., 
85, Clarence St., Sydney, Australia. 
ANDRE BERJONNEAU, 
134, Avenue de Villiers, Paris 17, France. 
JOSE DELCLOS, 
Angel Baixeras, 39, Barcelona, (2), Spain. 
EINAR HOLMARK 
19, Gl. Kongevej, 
Copenhagen V, Denmark. 
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— in ppastves 
WE CAN DO'UT... | 


and in the RIGHT material 


Why not let us relieve you of all trouble and responsibility for your job, 
completely from the beginning to the end. 


THE PLASTOMATIC SERVICE— 


(1) Moulds and delivers at the stipulated times and quantities of any article 
already designed and tooled. 


Undertakes design and tooling which conform to the mechanical principles 
that ensure the very finest results in plastics. 


Guarantees that the right material will be used. 


Means the customer’s exclusive right under contract to any Plastomatic design 
approved and used. 


% LET US QUOTE YOU FOR YOUR JOB 


PLAST (:)M ATIC 


Registered Trade Mark 
641,685 | 


MOULDERS OF PLASTIC MATERIALS TO THE TRADE 


Members of The British Plastics Federation aad on the official list of Contractors to H.M. Government. 


17, WINCHESTER ROAD, HAMPSTEAD, LONDON, N.W.3 Telephone : PRIMROSE 4463 


Optically Correct Panes Photographic Appliances Projectors 
Electrical and General Engineering Components Car Accessories 
Fancy Goods Tap and Valve Washers Games, Toys, etc. 
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Poly-Tainer] 





Write for full details to:— 


f E. SHIPTON & CO. LTD. 
. FERNDOWN WORKS - NORTHWOOD - MIDDLESEX 
Telephone: PINNER 1103/5 (P.B.X.) 
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COLOUR 
AND PELLET 


in 
your own wonks 
é 


erable reduction i 


uncoloure 


Consid 
puying in its da, anconsolidated form. 


More flexible and eco 


by processing 
ing, to immedi 
flow to suit any sndividual requirement 


(3) Control of 
¢ ‘Flow promoter’ in 


—by addition © 


oredient 


Sa ‘ ° ote . ‘ 
a Sq 
4 * 
( 
les & Technical Service: 21 St James’ uare. London Ss WwW 1 Tel: Whitehall 8021-7 Distrene is a Regd Trade M rk 
a ) 
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MOULDINGS 


TO ENGINEERING STANDARDS 


_ Compression . . Injection . . Fabrication 
All under the same roof from Enquiry to Production 


Contractors to M.O.S., Admiralty, etc. A.I.D. Approved 
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BAKELITE Materials 


HIGH FINISH MATERIALS 


Producing mouldings with an extra-glossy finish 
calls for suitable moulding powders as well as 
precision moulds. There are tried and tested 
BAKELITE Materials specially formulated to give 
an outstandingly good finish in combination with 
many other desirable qualities. No. X.5511, for 
instance, produces mouldings with a gloss that 
withstands severe weathering; and the familiar 
telephone handset, continuously subjected to 
perspiration, is based on X.20/386. BAKELITE 
Moulding Materials in this group add permanent 
lustre to the finished product. 

Illustrated: pH Meter Electrode Assembly; 
Telephone Handset; Motor Car Hornbutton; 
Radio Cabinet. 


solve many problems of “design-..:: 
strength and durability...of weight hy. 
corrosion, heat and moisture resistance. 
As new specialised needs arise in industry, 
BAKELITE Moulding Materials to meet 
them are developed, tested and passed for 
production. 


BAKELITE 


TREFOIL 
MOULDING MATERIALS 
REGD. TRADE MARKS 


Sales Offices: LONDON, Sloane 0898; BIRMINGHAM, Midland 5911/4; MANCHESTER, Blackfriars 5174/7; GLASGOW, City 6825 or write to: 
BAKELITE LIMITED - 12-18 GROSVENOR GARDENS - LONDON - SWr 








DEALING WITH THE MANUFACTURE, USES 
AND POTENTIALITIES OF PLASTIC MATERIALS 
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TO B.1.P. ABOUT YOUR MOULDS 


B.I.P. Tools Ltd. have experience long and varied, labour which shares that 
experience, equipment (unique to themselves) which springs 

from experience. Their co-operation is worth having. 

Their standards ? Something to talk about... . 


This two-impression transfer mould for a telephone handpiece is one of the fastest-working tools 
yet devised for making that type of product. 

Not only is it producing mouldings fast, but it is producing mouldings of such high mould finish 
that finishing operations are reduced to a minimum. The minimising of flash by 

employment of the transfer principle contributes to this desirable result. 

This tool ts integrally heated by induction heating. It embodies bottom ejection, 


after tool opening, by further progression of the injection ram; this guarantees efficient The product : 


ejection of mouldings complete with coring pads, and effectively clears the A telephone handset 
loading chamber. moulded by 


A fixture is provided to extract the core pads and the cable coring pins, Ericsson Telephones Ltd, 
Holland. 
The tool illustrated is 


: ; i ‘ one of four which were 
so that reloading with thread coring pins already positioned required for moulding 


the heads of which are seen projecting at each end of the tool. 
To minimise time loss, all these pieces were supplied in duplicate 


can take place almost immediately after press opening. the four components. 
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EDITORIALS 





Versatility 


N the difficult days we are passing through, when most of 
the world, and especially this country, is practising a rigid 
economy to offset the results of the state of spending of the 
post-war years, it is clear that many are worried about 
the future. Indeed, many have asked us our opinion of the 
future of the plastics industry itself, meaning, of course, the 
immediate year or so ahead. Obviously, that is not in any- 
body’s power or knowledge to give. But it is at least a comfort 
to recall the recent speech of Mr. Anthony Eden, the Foreign 
Secretary, on June 18, at the Pilgrims’ dinner, during which 
he said that while in the last quarter of 1951 the reserves 
of the Commonwealth were draining away at the rate of 
26 million pounds a week, during the first quarter of 1952 
they had been reduced to 17 million pounds a week and to 
less than 1 million pounds per week during the first ten weeks 
of the second quarter. This is concrete action to preserve 


our solvency and to build up the strength we need for the 
future. Other generalizations include the recent statement 
by Mr. J. Rogers, of I.C.I., Ltd., that current trade indications 
do not foreshadow a general depression, and two new declara- 
tions that both Lancashire and Yorkshire are past the worst 


of the cotton and wool slumps. 

Our confidence and our comfort increases, too, when we 
regard in broad aspect our own industry. There never has 
been another that has progressed so rapidly: none other that 
has such a brilliant future before it. 

To elaborate in greater detail: it is only in the past five 
years or so that new physical methods have been introduced 
to enable our moulders to improve the rate of thermosetting 
moulding, and now we also have the new chemical methods 
of hastening the curing of phenolic materials. Modern 
“ ureas ” are now plasticized to give better flow, and cellulose 
acetate is being made tougher than that used five years 
ago. Polythene is no older as a general moulding material 
than 8-10 years; p.v.c. has expanded its forms; p.t.f.e. and 
silicones have given us the chance, in the past three years, 
of entering the spheres of high temperature applications; 
asbestos/phenolic resin and glass fibre/polyester laminates give 
strengths and stiffnesses hitherto undreamed of. 

It is difficult, indeed, to point to one type of plastic material 
and to say that it is developing more than another. Thus, 
while it is true that more thermoplastic resins are made than 
thermosetting ones, this may be accounted for by the fact 
that the former find more direct use by the public than the 
latter. ; 

However, for our present purpose we may choose, say, 
polyvinyl chloride as an example of the extraordinary way 
in which a relatively new plastic has developed in such a 
short space of time. It can be equalled by many other plastic 
materials. 

Polyvinyl chloride in the pure form is a tough, hard material 
resistant to water, acids and solvents, and is available as such 
in sheets or in powdered form so that it can be modified 
by suitable plasticizers to softer yet still tough forms, which 
can be moulded, extruded into profiles, or calendered into 
sheets or films. From these, chemical plant, curtains and 
curtain rods, cable covers, electrical mouldings, waterproof 


coats, toys, sealed packaging bags and so on, have been 
made since the beginning of the war. It is quite startling 
to the uninitiated to find all the above products in juxta- 
position, and made from what is basically one material. But 
the search for new applications goes on year by year and 
it is within the past two or three years, and sometimes less, 
that we have reported the growth of p.v.c. handbag manu- 
facture, p.v.c. gramophone records, of industrial gloves, road 
signs, shoes, and special baths. As recently as last month, 
our contributor Mr. George May disclosed the production 
of carpets in which the fibre has been ingeniously bonded 
with polyvinyl chloride. It would be a foolhardy person who 
suggested that the limits of plastics have been reached. 


Plastics Versus Zinc Die-Castings 


AS we have said, the versatility of p.v.c. can be matched 

by most other plastics, and if the reader of the above list 
of p.v.c. applications imagines that the thermosetting type 
lags behind, he may be greatly mistaken. 

First, there are possibly more varieties of thermosetting 
resins, that is, more modifications for different industries, than 
there are modifications of all the thermoplastic resins. There 
is also much promise in the future for them (as there is for the 
thermoplastic type), if we read the signs aright, in one very 
large field. We refer to the replacement by plastics of zinc and 
other die-castings. 

Such a replacement has been going on for some 20 years 
or so where the special characteristics of plastics have war- 
ranted it—because of electrical or chemical properties, trans- 
parency and so on. But for most applications, where these 
properties are of little importance, the low price of zinc 
especially, has mitigated against their wider use. 

To-day, however, there is a great change in the situation. 
The price of zinc is some five to seven times the pre-war 
price, while the fact that zinc is five times the weight of most 
plastics (e.g., S.G. 1.3 to 1.4) and about seven times that of 
the lightest ones, becomes of extreme industrial importance. 
Furthermore, not only have the properties of plastics 
improved, but their cost has not risen in any startling manner. 
Indeed, one type has increased by as little as 40 per cent. 
since 1939. Another has decreased by 20 per cent. Whatever 
advantages zinc die-casting may have in strength properties, 
production methods and rates (although we can on occasion 
match them), there are also disadvantages and we feel certain 
that a new examination of the problem would be timely. 

In the same field, there is now the interesting suggestion 
that electroplated plastics can now replace electroplated die- 
castings quite economically. The suggestion has arisen follow- 
ing the development by one company of a new method of 
electroplating, eliminating nickel as the intermediary layer to 
the first copper deposit and the final chromium film. The 
process is claimed to produce thick copper deposits economic- 
ally, making an extremely strong structure protected finally 
with chromium. We shall make a further comment on the 
process in our next issue. In the meantime, we should reflect 
on this new possibility, for by it we may enter the extremely 
competitive automobile market and others. 
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Coming of Age 
HE Plastics Institute held its annual luncheon on June 24 
at the Dorchester Hotel. It was noteworthy because the 
chairman, Mr. P. C. Allen, presented the Institute’s Silver 
Medal to Dr. V. E. Yarsley, the first to receive it, and Certifi- 
cates of Fellowship to six well-known members: A. Cheetham, 
J. Butler, T. L. Birrell, P. C. Chaumeton, F. H. Mills and 
H. W. Graesser Thomas. It was significant also because it was 
21 years ago that the Institute was first formed, so that it was 
with special pleasure that Mr. Allen asked the first chairman, 
Mr. C. C. Last, to reply for the guests, among whom were 
many of the earliest officers and members, including Mr. 
Charles Waghorne, who has served the Institute and the 
industry so well, and Mr. Percy Rudd, the first secretary of 
the Institute. 

Mr. Last, whose sense of fun is as great as his business 
ability, took us back to 1931, to the early struggles—some- 
times amusing, sometimes serious—that beset him and his 
colleagues in creating a scientific and technical organization 
whose future could only be partially guessed at but in which 
they had unbounded confidence. He and they built well, 
and we are grateful for the tower of strength that has grown 
up to help the industry. 
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Art in Industry 


* has been our recent pleasure to attend a luncheon given 

by the editors of “Art and Industry.” The occasion was 
to view the designs submitted by the winners of the 9th 
Industrial Design Competition arranged by that journal, which 
has for many years done so much to promote good design of 
manufactured products. 

The present competition had special interest to us since it 
was sponsored by British Industrial Plastics, Ltd., who offered 
three prizes to the total value of £100 for the best designs of 
an automobile facia board suitable for manufacture by 
moulding wholly or mainly from “ urea ” or melamine plastics 
material. Through the courtesy of the editors of “ Art and 
Industry,” Mr. F. A. Mercer and Mr. R. Holme, we have great 
pleasure in reproducing the winning designs on page 193 of 
this issue together with the judges’ comments. 

The lunch was attended by a number of interested persons, 
including Mrs. Morton-Spencer, an Australian of great charm 
and artistic attainment; Mr. Alfred Bossom, F.R.I.B.A., M.P., 
the famous architect; Mr. Cyril Dingley, director of British 
Industrial Plastics, Ltd.; Mr. John Ryan, and the three judges. 

The lunch was followed by an informal discussion on the 
question of design in the plastics industry. 


MOULDING POWDER AND SHOT 


I don’t know what things are coming to nowadays. We 
only just saved our bacon against the Indians at Leeds, railway 
fares may go up again, the Chancellor of the Exchequer 

refuses to take sweets off the ration, and our 
England wr. Bevan still doesn’t like our Mr. Churchill. 
on the : . : 
Decline | Now the crowning disaster! According to the 

“Daily Mail” of June 16, five tanks rolled past 
a 400-year-old pub in Windsor with dire results. The 
licensee said: “ A few seconds after they passed, we couldn’t 
draw the best bitter. I went to the cellar and found the glass 
pipes shattered and nearly a full barrel of beer wasted.” All 
that good food gone down the drain! What is nearly as bad, 
the fellow doesn’t seem to have heard of polythene tubes. 

* * * 


On June 17 I journeyed in good company, invited by my 
old friend Harold H. Lusty, of Bakelite, Ltd., to the opening 
of the new Manchester offices in the rebuilt Royal Exchange 
Buildings. The good company, other than H.H.L., 
consisted of Mr. Cyril Last, director and general 
manager of Bakelite, Ltd., George Taylor, John 
Lassen, Ray Johnson, Phillip Morgan and a friend 
whom I hadn’t seen for 14 or 15 years and who first taught 
me what laminated sheet looked like in all its shapes and 
forms—Mervyn Brecknell. In the offices we enjoyed a pre- 
dinner session which closely resembled a Swedo-Russo- 
Scheherazade feast lasting four hours. Mr. Last welcomed 
the guests and paid a graceful compliment to the two members 
of the Press present. ‘ Never,” he said, “was a technical 
industry served by such wise, thought-provoking, trenchant 
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journals.” Roars of applause burst from two of his hearers. 
On the return journey, I learned something of a new field 
game, using a small white ball which, no doubt, will become 
popular in the near future. Mr. Last appears to live it in his 
spare time and Mr. Johnson seems also to eat and breathe it. 
I must find out the name and get a book on it. 

* * * 


When you sip (or perhaps you gulp!) your Side Car or 
Cyanide Blue, do you ever give a passing thought to the man 
in the white coat behind the bar? I thought not. Do you 
know he may be a wizard at maths. and perhaps 
a wow on the Kinetics of fluids? No, you 
wouldn’t. Anyway, to-day he uses a slide-rule, his 
brain seething with electrical impulses as he deftly 
and surely moves his slide hither and thither, engrossingly yet 
calmly calculating this and that, and mixing them swiftly, 
silently and accurately with the other, merely to satisfy your 
greed for a cocktail for which you pay only a miserly 5 or 10 
bob. Anyway, somebody has made this slide-rule available 
to the lower forms of life so that you can achieve his heights 
and mix your own drinks. If you note the number of the 
cocktail you want and wiggle the slide accordingly you will 
get the recipe handed to you on a plate, that is in the middle 
slot. As you will see, a John Simon No. 7 is made up of one 
of Grand Marnier, one of creme de noyau, one of gin, juice 
of an orange and a good shake. And very nice it must be. 
By the way, the slide-rule is made by Blundell’s of Luton 
from the vinyl chloride co-polymer, Cobex. 
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Light Diffusing Panels 


By JOSEPH B. SINGER, B.Sc.(Arch.), A.R.I.B.A. 


[ESIGN for day-lighting and artificial lighting in buildings 
has to be considered in relation to the amount of light and 
its quality. An increased brightness improves working con- 
ditions, and the degree of illumination depends to some extent 
on the distribution of light. This is of a particular importance 
in places where work is spread out over a large area, and a 
uniform distribution of light is therefore essential. Glare is 
produced if something else in view, such as an exposed 
source of light, is brighter than the object requiring attention; 
the eyes then turn automatically and adjust themselves to the 
higher degree of brightness, and this impairs vision and 
reduces the ability to see clearly the darker object in question. 
Hence, the maximum brightness should be focused within 
the working area to allow the eyes to adjust themselves 
accordingly. 
~ Apart from the amount and intensity of light, the aspect 
of contrast of light and shade requires consideration, since 
good visibility depends on accurate definition of shape. 
Contrasts which are too strong, however, are tiring and lead 
to some confusion, but an appropriate control of light contri- 
butes to satisfactory results. Clarity of shape is best 
achieved by diffused light, as opposed to one-directional light 
producing strong shadows which contrast sharply with 
illuminated parts. In the diffused type of illumination, light 
rays strike the surface of a diffusing material and are dispersed 
in different directions, independent of the angle of incidence. 
Generally, light refraction in a transparent medium depends 
on its refractice index. But the relation between angle of 
incidence and refraction can be further controlled, as, for 
example, when series of prisms are moulded on the surface 
of the material which is suitably placed in relation to the 
light source, and the patterned surface produces a redistribu- 
tion of light rays. The design of polystyrene translucent 
blocks and several types of glass blocks is based on this 
principle. 

The amount of light or brightness per square unit area at a 
given point in the room will be determined by the sky 
exposure of the opening, the transmission factor of the glazing 
material and the reflection qualities of the internal surfaces. 

Theoretically, roof lighting gives optimum conditions for 
sky exposure, but its application is limited to single-storey 
buildings or top floors, where due consideration must be given 
to their aspect and the provision of a shadow-free north 
lighting. |For reasons of safety, the glazing material for 
roof-lights must be of adequate strength and toughness, which 
necessitates the use of either (1) reinforced or wired glass, 
(2) special homogeneous materials, such as acrylic sheets, or 
(3) laminates, for example, polyester glass mat laminate or 
two sheets of glass with a resin-bonded glass fibre interlayer. 
The light transmission in these cases varies from 60 per cent. 
for glass fibre laminate to 92 per cent. for acrylic sheets. 

Reflection properties of different surface materials are 
being investigated, and it has already been demonstrated that 
reflection is a contributing factor of considerable importance 
to the brightness of the room, apart from direct lighting. At 
the present time, when heat conservation is aimed at in 
planning, a new approach to day-lighting of buildings may be 
necessary. It is generally accepted that ability to look out 
and see is a psychological requirement in the design of almost 
every type of building; when carried further, the whole wall 
can become a sheet of transparent material to give a 
maximum brightness and uninterrupted view. However, 
esthetic and practical considerations restrict the use of glazing 
from floor to ceiling level and, apart from heat losses, dis- 





comfort of glare should determine the amount of transparent 
non-diffusive glazing, installed at a suitable level in relation 
to the line of sight. The consideration of cost of the glazing 
material, as against its heat-insulating property, is necessary. 

A survey of the existing translucent materials whose insula- 
tion value is higher than that of glass, such as glass bricks, 
shows their extra cost disproportionately high in comparison 
to the saving resulting from heat conservation; while double 
glazing, which uses sheet glass—essentially a cheap material— 
requires two frames or special window sections, and makes its 
installation very seldom economical. 

The solution of this problem calls for the development of a 
material, the cost of which is compatible with its heat- 
retention property. It is well known that, generally speaking, 
laminates have better insulation qualities than solid materials. 
The use of resin-bonded glass fibres, faced on both sides with 
a sheet of clear glass, has potentialities in this field. A 
laminate based on this principle (““ Plyglass ”) is manufactured 
by Plyglass, Ltd., and it has already some of the required 
characteristics. These panels are produced in thicknesses 
from ¢ in. to + in., sealed at the edges, with an average heat- 
transmission coefficient of 0.7 B.Th.U./sq. ft./h degrees F., as 
compared to 1.1 for sheet glass. Owing to good insulation 
properties and relative cheapness of glass fibres, there should 
be a tendency to maintain a minimum thickness of glass sheets 
and to increase the thickness of the resin-bonded glass fibre 


a 





ff 


L 














J 
7 








i 
/ 
} L ] 


Fig. 1.—* Luminous ”’ ceiling with flat panels. 








Fig. 2.—‘* Luminous” ceiling with corrugated sheet. 
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core, even beyond the limit of % in. thickness manufactured 
at present. 


These standard sheets look pleasing against a darker back- 
ground, but rather dull when viewed from inside; a special 
patterned interlayer was therefore introduced to obviate this 
shortcoming. The laminate can be used for overhead glazing 
in roof-lights or lay-lights, and its diffusing property permits 
planning the layout irrespective of the aspect. It is then 
possible to obtain shadowless conditions characteristic of 
north-aspect lighting by arranging the axis of the pitched roof 
in any direction, dictated only by the most convenient 
planning requirements of the working area. In lay-light 
applications, -where decorative appearance may be desired, an 
incorporation of patterned and pigmented panels is possible. 

Heat-retention properties of this type of laminate can also 
be utilized in another way when the same principles in reverse 
are applied for insulation against heat in tropical regions. 
Normally, the transmission of heat is reduced by 40 per cent. 
in comparison to ordinary glass, but specially designed panels 
of greater core thickness or two-layer laminates would reduce 
it still further. 


In all the above-mentioned applications, a tight sealing of 
edges is of great importance in order to prevent streaks. of 
water carrying soot or dirt to penetrate and leave permanent 
stains which will mar the appearance of the panels. 

Generally, “luminous” ceiling lighting can be of three 
types: (1) Indirect, (2) louvred, and (3) all-luminous. In the 
first type, the source of light is screened from view and only 
a refiected light reaches the eye. In the louvred ceilings, 
described in “ Plastics,” June, 1951, page 165, vertical strips 
of plastics or metal are assembled at right angles to each other 
to form an “ egg-crate” arrangement suspended below the 
source of light. The translucent types of plastics “ egg- 
crates” have the advantage of giving both the direct and 
diffused lighting, and their degree of translucency can be 
varied to suit different requirements. All-luminous ceilings 
are built up from white translucent plastics in the form of flat 
or corrugated sheets and moulded coffer panels. 


All-luminous ceilings are designed to impart a general 
brightness, both direct and reflected, which gives good seeing 
conditions. Low reflection properties of walls, floor and 
furniture make the luminous ceilings appear bright and 
glaring, but if materials of high reflectance are used, the 
ceiling will not give an uncomfortable contrast to the sur- 
roundings. A more harmonious brightness can be achieved 
through an interflection of surfaces which have light colours, 
a glossy or semi-glossy finish. The interflection theory permits 
to estimate the quality of light, the coefficient of utilization 
and the helios distribution. (“ Helios” is general brightness, 
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Figs. 3 and 4.—** Luminous ” ceiling combining corrugated 
sheet and ‘ egg-crate”’ diffusers. 


and “blondel” is the unit of “luminous helios” in 
mks./meter-kg.-sec. A perfectly diffusing surface reflecting 
1 lumen per sq. meter has a “helios” of 1 “ blondel.”) 
For example, the coefficient of utilization for an all-luminous 
ceiling alone in a large room is only 25 per cent., while the 
use of materials with recommended reflectances will increase 
it to almost 90 per cent. 

The main asset of this type of ceiling, the degree of trans- 
lucency and amount of light which will determine its bright- 
ness, is the true three-dimensional effect with pleasing 
gradation in shade and tone, as opposed to sharp contrasts of 
light and shadow. These qualities should prove particularly 
valuable in applications, such as museums, art galleries and 
studios. 

These all-luminous ceilings must be suspended (from 12 ins. 
upwards) below the source of light, and be at least two-thirds 
of the distance from lamp centres to the ceiling, or other- 
wise a spotty appearance of the ceiling will result. Flat 
sheets, e.g., 36 ins. square, can be supported on a Tee-section 
light-metal framework; the sheets should have the upper face 
polished and the. lower grit-sanded to produce a diffusing 
surface. The framework can be fixed in the same manner as 
other suspended ceilings. Similarly, corrugated acrylic-resin 
sheets can form a suspended luminous ceiling, but in this case 
one-directional supports are sufficient. The jointing of sheets 
is done by a single overlap, and thus a pattern of metal 
supports crossed at right angles by darker lines of the overlaps 
can be obtained. 

An interesting type of all-luminous ceiling is obtained by 
building it up from small coffer panels, welded together to 
form large sections resting on wooden or metal framework. 
The upstand edges, pointing downwards, act on a similar 
principle to “ egg-crate”’ ceilings, but are distinct in giving a 
complete diffusion of the direct light. 

In conditions where a low uniform brightness combined 
with a higher level of illumination is required, luminous 
ceilings with “ egg-crate””’ troughs can be installed. | Two- 
lamp anodized aluminium troughs with semi-parabolic 
reflectors are first suspended from the ceiling, and then 
corrugated acrylic-resin sheets laid on top of them with a 
regular overlap. The bottom part of the trough has a 
standard “egg-crate” fixture, and the ceiling is made 
luminous by lamps on the top of the trough channels. The 
lamps, mounted on the top of the channels light the ceiling 
indirectly, and thus a more uniform brightness of the ceiling is 
obtained. An angle is fitted at the end of the troughs to 
prevent the sheet plastics from sagging, and also to fix the 
framework to the wall; moreover, the angle makes the frame- 
work more rigid and helps in maintaining the required spacing 
between the troughs. 
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Designs for a Motorcar Facia Panel 


HE results have been announced of the 9th Industrial 

Design Competition, sponsored by British Industrial 
Plastics, Ltd. and organized by the publishers of “ Art and 
Industry.” Details of this competition for the design of a 
motorcar facia panel using plastics materials manufactured by 
the sponsors were published in the April issue of “ Plastics.” 

The prize-winners are:— 

First: (£50) John Wilfred Cooper (L.C.C. Central School). 


Second: (£30) Charles Ian McClunan, Johannesburg 
(Regent Street Polytechnic). 


Third: (£20) Colin Alan Marsh (L.C.C. Central School). 


The panel of judges represented the interests of the user, the 
manufacturer and the materials supplier. Mr. Vernon Hardy, 
M.A., M.I.Mech.E., engineer and competition motorist, repre- 
sented the driver’s point of view; Mr. E. G. M. Wilkes, 
M.S.LA., late chief styling engineer to the Rootes Group, was 
concerned with the practical details of automobile manufac- 
ture; whilst Mr. A. H. Woodfull, M.S.1.A., chief designer of 
the B.I.P. Group’s Product Design Unit, examined the sound- 
ness of the design from the plastics moulder’s angle. We 
publish here a summary of the judge’s comments on the three 
prize-winning designs. 


First Prize 


This design was based on a one-piece moulding with three 
interchangeable panels. It was characterized by restrained 
good taste and common sense. The perspective drawings 
were beautifully executed and accompanied by an excellent 
half-size model and a full set of detailed working drawings; 
the whole admirably presented. To the moulder, a one-piece 
moulding stretching the width of the car presents certain 
difficulties which could involve a comparatively high per- 
centage of spoilage in manufacture. Had it been split down 
the middle and moulded in two parts, the risk of spoilage 
would have been considerably reduced. A rather more 
serious matter was overlooked by many of the competitors. 
When driving at night an illuminated instrument panel will be 
reflected to the driver by the sloping windscreen unless the 
instruments are sunk into a recess or are protected by an 
overhanging shelf. In this design the instrument panel, 
situated right in front of the driver, is upturned to meet the 
driver’s line of view at right angles, producing a strong 
reflection in the worst possible position. 

It was also felt that the design of the large moulding could 
have been somewhat improved if the ends of the cavity which 
takes the three interchangeable units had been cut away to 
form a tapered bevel in preference to a square-cut edge. In 


First Prize: J}. W. Cooper. 


their present form a gap is formed where the projecting panel 
meets the edge of the main moulding; a gap which should 
either be closed completely or opened out. The design as a 
whole, however, was much the best submitted. 


Second Prize 


Although somewhat lacking in character or any real point 
of visual interest, this is a sound workmanlike job. The 
working drawings are excellent and constructional details well 
thought out and clearly given. The need for a rectangular 
instrument panel to effect changeability from right to left-hand 
drive has been dispensed with. A symmetrical disposition 
and interchangeability of instruments enables the removable 
panel to be reversed top to bottom and placed on the opposite 
side. The idea, although not original, is a good one and well 
worth adopting as a means for introducing curves and taper 
into the main moulding. The over-simplification of the whole 
facia is not without its attractions, but it suffers from the same 
defect as the first prizewinner in that a sloping windscreen 
will cause reflection of illuminated instruments at night. It 
was felt that more could have been made of this design. From 
the moulder’s point of view it is not a good idea to attempt 
to make the central grille an integral part of the large 
moulding. Neither is the design of the grille as it stands a 
mouldable shape on account of its sharp corners and parallel 
sides which would hamper withdrawal from the mould. Its 
appearance is too angular to blend comfortably with the 
smoothly curved lines of the facia. 


Third Prize 


The merits of this design are mechanical soundness, 
consideration of the driver’s convenience, and apparent 


knowledge of plastics moulding technique. The central 
grouping of instruments allows for cubby boxes of generous 
width on either side and an interesting feature is the grouping 
of lever controls on a tube for ease of selection. The levers 
themselves, however, appear to be unnecessarily long. The 
instruments are held in clips which are independent of the 
panel. When this is removed each instrument can easily be 
unclipped for replacement or wiring renewals. Lack of any 
hooding again creates the risk of windscreen reflections. 


Second Prize: C. I. McClunan. 


Third Prize: C. A. Marsh. 
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Moulding Presses for Plastics in Sweden 
By P. G. NYLEN* and H. AKERLIND: 


When, in 1949, the manufacture of telephone instruments was transferred to L M Ericsson’s ajfiliated plant at Karlskrona, this change-over 
also included the production of certain plastics parts which had previously been made by AB Alpha. Several presses for compression moulding 
(100 tons), as well as transfer presses (165 and 175 tons) and presses for ‘inverted’? moulding (200/100 tons) are all used for manufacturing 


the most important moulded parts, such as instrument casings, micro handles with earpiece and ring, as well as coil bobbins. 


The presses are 


equipped with instruments and control devices for semi-automatic operation and are synchronized with the high-frequency preheating units. 
This article, together with the accompanying illustrations, is reprinted by kind permission from ‘Ericsson Review,”’ 1951, No. 4. 


Det 1949 Telefonaktiebolaget L M 
Ericsson were supplied with the plastic 
parts needed for their telephone manufac- 
ture mainly by AB Alpha’s plastics 
moulding plants at Sundbyberg and 
Uddevalla. But when the new telephone 
factory at Karlskrona was planned it was 
considered suitable for a number of 
reasons to include a plastics department 
for producing some of the phenolic and 
melamine plastics parts used in manufac- 
ture. The advantages of this arrangement, 
permitting part production to be carried 
out in direct relation to the main manu- 
facture, would be low transport costs, 
rapid flow of materials and small storage 
requirements, the last mentioned being of 
particular importance in telephone pro- 
duction, since the casings and micro 
handles demand relatively large space. 
Another valuable result of such action 
would be an increase in the press capacity 


of the Swedish group. 

As the new moulding department 
would be engaged in producing a small 
number of plastics parts in large quan- 
tities, it would be possible, by using 
specially constructed presses and moulds, 
to reduce manufacturing costs. 


Moulding Methods and Equipment 

The principles for the actual moulding 
of the different parts were known already 
when the new plastics department was 
planned. What remained was mainly to 
find ways of improving the different 
moulds in order to obtain cheaper parts. 

The biggest problem, however, was the 
selection of suitable press equipments. 
In solving this, it was possible to draw on 
AB Alpha’s many years of experience in 
plastics press work and also to make 
study visits to the various plastics indus- 
tries in Europe and the U.S.A. The 
results arrived at were as follows:— 

(a) For a moulding department of the 
size required and with the right potentiali- 
ties, central high-pressure supply was 
more advantageous than individual 
operation of the presses, both from the 
technical and economic viewpoints. 

* (b) Among the press designs met with, 
none was found which was specially 
suited for telephone instrument parts. 
Those presses which were already in 
existence at or had been planned by AB 





* Telefonaktiebolaget L M Ericsson, Karlskrona. 
+ AB Alpha, Sundbyb erg. 


Alpha were, therefore, to be preferred. 

When executing the press designs, AB 
Alpha took the following points into 
consideration: — 

RUNNING ECONOMY. Owing to the high 
costs of moulds, presses, etc., every 
shortening of the work cycle brought 
considerable benefit. The phase of the 
work cycle known as the “curing time ” 
was most effectively reduced by high- 
frequency preheating of the material. 
The other phase of the cycle, the “ load- 
ing time,” becomes shorter if the press 
goes up and down quickly and the 
moulding process is made as automatic as 
possible so that the closing speed of the 
mould is retarded, high pressure applied 
in the main cylinder and the high- 
frequency unit started at the appropriate 
moment. 

From the view- 
point of opera- 
tional economy, it 
is also important 
that the press occu- 
pies a small space, 
is easily accessible 
for repairs and is 
fitted with arrange- 
ments for discon- 
necting the auto- 
matic operation so 
that the press can 





Fig. 1.—Plastics press 
(165/35 ton) seen from 
the side, with the 
instrument panel at 
the top, and under 
this, the air- operated 
double valve and re- 
ducing valve. 


be worked by hand during testing or 
exchanging of moulds. 

SAFETY. Accidents in a plastics press 
plant are happily rare, but, even so, the 
presses must be fitted with efficient safety 
devices. It is not only a question of 
protecting the operatives—the costly. 
moulds must also be safeguarded. One 
step in this direction is to make the press 
uncloseable if a mould part is not in 
proper position or if the H.F. preheated 
material is precured. By using the lowest 
possible pressure in every anticipated 
case, there is also less wear on the mould. 

REJECTIONS. In order to keep the 
rejection rate as low as possible the 
curing time could be automatically 
adjusted and the parts allowed to be care- 
fully ejected from the mould under the 
supervision of the operator. 
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Fig. 2.—Connection diagram for the electrical operating 


device of 100-ton moulding press. 


1 and 2.—Signal lamps. 
contact: 6 and 7.—Magnets for air-valve. 
9.—Switch for instrument panel. 


3 and 4.—Time relays. 


5.—Micro- 
.—Main switch. 
10.—Push-button contact, 


upper. 11.—Micro-contact. 12.—Push-button contact, lower. 


13.—Switch. 14.—Terminal. 15,—Switch. 





Fig. 4.—Press (100 ton) for compression 
moulding. 


LY), 


Fig. 3.—Section of air-operated double-valve ; at the top, the 
restriction valve for supply of press liquid to main cylinder. 


Details of Construction 

All the presses are fitted with an 
electro-pneumatic system for operating 
the hydraulic valves. - The presses are 
started up by pressing two starting 
buttons, both of the operator’s hands 
being required for this. There is, there- 
fore, no danger in operating the closing 
of the press. When the starting buttons 
are pressed, a current circuit in which an 
electro-magnet is connected is normally 
closed. This circuit can contain “ safety 
contacts ” (micro-switches or time relays) 
which are placed on the press, in the 
mould or on the high-frequency unit. If 
everything is in order before the start, 
these contacts are closed and the electro- 
magnet is operated as the current passes. 
But if all is not in order no current 
impulse is forthcoming and the press does 
not close. As a result of these contact 
devices, damage to both machine and 
moulds is avoided when pressing. 

The electro-magnet mechanically actu- 
ates an air valve which emits compressed 
air to an air-controlled hydraulic valve. 











The press is then closed with the help of 
two side cylinders. 

Immediately before the motion is com- 
pleted, the press platen closes a new 
contact at which the electric current is 
connected so that a new magnet with 
pneumatic and hydraulic devices is 
brought into operation. This brings 
about a slowing of the platen motion. At 
the same time a red signal lamp lights 
up, indicating that the operative can now 
release the starting buttons. The follow- 
ing phases in the moulding procedure 
then take place automatically owing to 
the two adjustable time relays and other 
contact devices. 

Only one of the two time relays is used 
for regulating the “ curing times.”” When 
the pre-set time has expired, the current 
is broken for both electro-magnets, the 
valves are restored and the press opens. 

After it has run out its pre-set time, the 
other time relay gives an impulse to the 
high-frequency unit in order to preheat 
the compound. The timing of this 
impulse must be so arranged that the pre- 


J 
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heating is broken off at the same instant | 
as the operative has finished cleaning the 
mould and is in a position to transfer the 
compound from the high-frequency unit 
to the press. 

As the impulse giving is instantaneous, 
two or more presses could be connected 
at the same time to the same unit. The 
impulses then follow alternately from the 
one or the other press to the high- 
frequency unit, wherefore the presses 
could co-act with the least possible loss of 
time. 

When operating a number of presses at 
the same time it is important that pre- 
cured press material is not conveyed to 
the mould. The best way of avoiding this 
is by attaching a time relay to the pre- 
viously mentioned safety contacts for 
starting. This relay holds the current 
circuit closed for only a short time after 
the compound has attained the correct 
temperature. If this time is exceeded the 
press cannot be closed. 

When moulding with material which is 
not to be high-frequency preheated, the 
earlier-mentioned impulse relay has 
another function. It then controls the 
point of time for introducing the press 
liquid into the main cylinder. If in this 


el be- sree ierontcert 
a 


Fig. 5 (above).—Transfer presses (165/35 
ton) working together, with a high-fre- 
quency preheating unit. 


case, as when treating high-frequency pre- 
heated compound, the press closes 
directly, not only the part itself, but 
the mould, too, may be damaged. 

A side view of one of the presses is 
shown in Fig. 1. Above is the instru- 
ment panel comprising the two time 
relays, two air valves, three switches and 
two mechanically operated contacts. The 
remaining relays belong to the electrical 
equipment for the heating of the mould. 
Under the instrument panel is the air- 
operated double-valve, and below this, 
Alpha’s_ specially constructed reducing 
valve, by means of which the necessary 
liquid pressure in the main cylinder can 
be set anywhere between 100 and 25 per 
cent. of the maximum pressure. , 

The connecting diagram for the instru- 
ment panel is shown in Fig. 2. The 
instrument panel is coupled in with the 
circuit-closing switch 9. It is possible to 
set for pressing with or without high- 
frequency preheating, and for heating 
the mould from room temperature. The 
last- mentioned adjustment cuts the 





Fig. 6 (left).—Presses (200/100 ton) work- 
ing together, with a high-frequency pre- 
heating unit. 





















SAAN IN EO LON 





























































































JULY, 1952 


current to the magnet 6 and closes it 
permanently for magnet 7. By this 
means the press platen can remain in its 
upper position, independent of the time 
relays, etc. The platen can be made to 
go down again by restoring the switch to 
its original position. The upper terminal 
14 is intended for the earlier-mentioned 
safety contacts; the terminal 14 at the left 
of the diagram is connected to the start- 
ing relays of the H.F. unit. 

Fig. 3 shows a section of the air- 
actuated double-valve. Visible in the 
centre are both of the hydraulic 
mushroom-valve systems, which can 
easily be removed for cleaning or adjust- 
ing. Above and below these are the air 
pistons which actuate the double arms 
whose adjusting screws regulate the 
above mushroom-valve systems. At the 
top of Fig. 3 is the restriction valve which 
acts as a choke on the supply of press 
liquid to the main cylinder. 


Different Types of Presses 
100-TON PRESS FOR MOULDING 


This press is intended to be used for a 
number of parts for telephone instru- 
ments, among others, casings. Dis- 
regarding the above-described automatic 
arrangement, it is an upstroke press of 
conventional construction. As is seen 
from Fig. 4, the press has a main cylinder 
and two side cylinders, as well as arrange- 
ments for the hydraulic ejection of parts. 


165/35-TON PRESS FOR TRANSFER MOULD- 
ING WITH OFFSET TRANSFER RAM 

The new micro handle has_ been 

designed from the start in such a way that 

it can be conveniently transfer moulded. 

This is necessary because the handle must 

be made with a tunnel for the cables. At 
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the same time it was desirable to use no 
loose cores and that the mould should be 
mechanized as much as possible. These 
requirements were fully met when pro- 
duction was started up at Karlskrona. 

The new press is also specially built for 
the moulds in question. It was calcu- 
lated from the beginning that two presses 
would work together in conjunction with 
a high-frequency unit; one man would be 
in control of these. Fig. 5 shows both 
presses mounted and ready for work. 

This press, like the 100-ton machine, is 
an upstroke press with two side cylinders 
for quick closing and return movement. 
Inside the lower platen is a_ smaller 
hydraulic cylinder intended for the trans- 
fer. This cylinder communicates with 
the main cylinder, but is not placed in the 
centre line of the latter, but offset about 
130 mm. to the side so that the pressure 
distribution on the mould is as even as 
possible. 

The clamping pressure at full liquid 
pressure is 165 tons and the transfer 
pressure 35 tons. The transfer ram has 
a stroke of 150 mm. The press has no 
arrangements for hydraulic ejection, but 
is otherwise fitted with all the other pre- 
viously described devices for automatic 
control operation. 

It has been possible to reduce the hand 
operations to the absolute minimum. 
After the mould has been air-blown clean, 
the operative loads the transfer pot with 
preforms which have been preheated in 
the H.F. unit. He then presses the two 
buttons on the control board, using both 
hands for the purpose. The rapid closing 
movement is first retarded when both 
halves of the mould are in the immediate 
vicinity of each other. When the mould 
is closed, the main cylinder is automatic- 





Fig. 8.—Pit with electric cables and pipes for press liquid. 





Fig. 7.—Emptying the mould for 
earphone covers. 


ally subjected to high pressure, as is also 
the transfer cylinder. 

Thanks to the quick closing and the 
automatic pressure regulation, the period 
of transference—the period which runs 
from the end of the preheating to the 
pressure increase—is exceedingly short, 
only about 10 seconds. This means that 
it is possible to preheat to a very high 
temperature and complete the curing in a 
correspondingly short space of time. 


175/25-TON PRESS FOR TRANSFER MOULD- 
ING WITH THE TRANSFER CYLINDER 
PLACED CENTRALLY 


On this press several mould cavities 
may be placed round a central transfer 
chamber, the bore in the main ram 
becoming a centrally placed cylinder for 
transfer ram communicating with the 
main cylinder. The maximum transfer 
pressure is 25 tons at a clamping pressure 
of 175 tons. The press is now used, 
among other things, for induction coil 
spools and wall-bracket strips. The trans- 
fer plunger is not fixed to the transfer 
ram but to the ejection bars. During 
transferring, the ram elongation actuates 
a cylindrical projection on the ejection 
bars, which enters very close to the trans- 
fer ram through an aperture in the press 
platen. The bolsters of the mould and 
the length of the ejector pins are so 
adapted that the parts cannot be affected 
by the stroke of the injection ram. The 
parts are ejected and the return move- 
ment of the injector ram is effected by 
operation of the ejector cylinders. 
Thanks to the design with the injection 
cylinder in the main ram, the movable 

(Continued on page 215) 
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Glass Fibre Reinforced Plastics 


We give below summaries of further papers read before the Glass Fibre Reinforced Plastics Convention which was held at Leamington Spa in 
May. A paper on ‘* Methods of Manufacturing Reinforced Plastics in the U.S.A,”’ by C. E. Bacon, of the Owens-Corning Fiberglas Corporation, 
has already been published in our June issue (page 178). 


Applications of Reinforced Plastics 
in the U.S.A. 

By C. E. Bacon, B.Sc., S.P.E., A.C.S. 
(Owens-Corning Fiberglas Corpora- 
tion) 

| teenage? plastics in the U.S.A. 
were first used in aircraft parts, where 

a high strength-to-weight ratio was 
important. Radomes were probably one 
of the first parts to go into mass produc- 
tion. Many other aircraft parts, such as 
bulkheads, housings, wing tips and others, 
were used during World War II. Since 
that time, reinforced plastics have not 
only continued to grow in that field, but 
have found a place in American industry 
with widespread, well-engineered applica- 
tions. 

CASTING AND FLy Rops.—To date 
there have been ten million casting and 
fly rods manufactured of reinforced 
plastics. The material does an excellent 
job here, because it produces a rod which 
has tremendous flexural strength, good 
fatigue resistance, non-setting character- 
istics and, of course, is non-corrosive. 

Boats.—Boats can be manufactured in 
one piece with a minimum of man-hours. 
The cost of raw materials is usually offset 
by corollary savings, such as the elimina- 
tion of caulking and painting. The 
tremendous impact strength of reinforced 
plastics is put to good use in boats. The 
landing barge application is a good 
example. Many boats have been made 
which weigh approximately one-half of 
that of a wooden boat. Reinforced 
plastics boats will not corrode or rot and 
are not affected by heat, cold, salt water 
or marine life. 

DELIVERY BOXES AND TRAyYs.—Rein- 
forced plastics fits this type of application 
and does a remarkable job because of its 
very light weight and non-denting charac- 
teristics. In many cases weight savings 
up to 50 per cent. are realized. Smooth 
contours and moulded-in handles are 
many times possible. The usual rough 
handling, and things such as steam 
sterilization, has little or no effect on 
these materials. 

AIRCRAFT Parts.—The high strength- 
to-weight ratio makes reinforced plastics 
an excellent material for aircraft parts. 
Parts can be made to precision tolerances 
to meet exacting standards. Parts as 
small as aircraft ducting to complete wing 
assemblies are currently in production 
and not only produce more satisfactory 
parts, but save the aircraft manufacturer 
many man-hours in the construction of 
an aeroplane. 


APPLIANCES.—Reintorced plastics has 
found its place in the appliance field, 
largely in complete tub assemblies for the 
automatic-type washing machines. Here 
the material is little affected by the deter- 
gents currently used by the housewife. 
The weight saving over metal enables the 
manufacturer to employ lighter weight 
frames and operating mechanisms for the 
machine. In one specific instance, a 
manufacturer was able to reduce 33 parts 
in aluminium to two parts in reinforced 
plastics at half the weight and half the 
cost. In the refrigeration industry, we 
anticipate larger and more complete 
assemblies being moulded in one-piece 
sections. 

BUILDING MaAtTERIALS. — Corrugated, 
translucent panels, which match standard 
corrugated metal and asbestos building 
sheets, have been widely used as skylights 
in many structures. The material can be 
sawed, milled, riveted or bolted into 
place, eliminating the framework which 
would be necessary if a glass panel were 
used. 

FURNITURE.—Very comfortable, dur- 
able chairs have been designed of 
reinforced plastics and have had wide- 
spread acceptance in the U.S.A. Moulded- 
in colour and surface texture play an 
important part in this application. In 
time to come this type of application will 
grow tremendously and result in the use 
of these materials in public seating, 
school seating and modernistic furniture 
within the home. 

AUTOMOTIVE.—The use of reinforced 
plastics, to date, in the automotive field 
has been somewhat limited; however, in 
the past few months complete automobile 
bodies, including fenders, have been 
moulded in one piece at a cost far below 
what it would be with the use of metals. 
In this application it has been proven 
that reinforced plastics are much more 
easily repaired than the metals, and at a 
lower cost. The moulded-in colour, dent- 
resistance and non-corrosive character- 
istics should secure this application for 
continued growth. 


Some Applications and Problems of 
Glass-fibre Laminates for Service Use 
By H. Warburton Hall, M.Sc., and G. A. 

Collie, B.Sc. (Ministry of Supply) 
Ts rapid development of glass-fibre 

laminated plastics for Service use, 
particularly after the introduction of 
low-pressure “contact ”-type resins, was 
discussed and the wide range of possible 
uses indicated. The functions of the two 


components, glass fibre and resin, were 
outlined and their influence on the pro- 
perties of the laminate described. 
Important typical service uses include 
aircraft radomes and _ high-strength 
edgings for aircraft canopies. 

Three types of radomes involving the 
use of laminates were discussed, viz., the 
single-laminate shell, the “ hand” fabri- 
cated “sandwich,” and the foamed-in- 
place sandwich-type radome. The weight 
penalty and wavelength limitations of the 
first type of radome, the non-uniformities 
and unavoidably wide tolerances on wall 
thickness needed by the second type, and 
the possibility of high-precision fabrica- 
tion of the third type was indicated. 

The development of high-strength 
edgings, bonded to clear acrylic aircraft 
canopies, necessitated by the increasingly 
severe service conditions occurring at 
high-speed high-altitude flight was dis- 
cussed, together with the effect of glass- 
fibre reinforcement in reducing the 


overall coefficient of thermal expansion 
of a plastic. 


Some of the problems associated with 


the general trend to exploit the high 
strength-to-weight, high impact strength, 
good dielectric and ease of fabrication 
properties of glass-fibre laminates include 
increasing the tensile strength to weight 
by unidirectional fibre orientation and the 
use of finer filament, the loss of mechani- 
cal strength with exposure to moisture, 
and the development of “finishes” to 
overcome this defect, the need for high- 
temperature-resistant laminates, similarly 
for rain erosion resistance. The simplifi- 
cation of the fabrication processes by 
supplying fully impregnated “dry” 
material, with reasonable shelf life, need- 
ing only to be tailored, laid up and 
pressed, is suggested. 


Glass Reinforced Plastics in the 
Aircraft Industry 


By G. C. Hulbert, B.Sc. (Bristol Aero- 
plane Co., Ltd.) 

T= physical properties of glass rein- 

forced materials impose certain limita- 
tions upon their introduction § into 
traditional aircraft structures, and these, 
together with the categories into which 
present known applications of these 
materials fall, were discussed. The effect 
of the present and potential supply posi- 
tion of home-produced glass fibre and 
resin on project designs of ambitious 
magnitude was also described. 


(Continued on page 215) 
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Polyvinyl Acetate Emulsions 


OLYVINYL acetate emulsions are 

made by the emulsion polymerization 
of vinyl acetate monomer, sometimes in 
combination with a small percentage of 
other monomers. They are milky disper- 
sions of resin in water. 

Films deposited from such dispersions 
are thermoplastic, of good clarity, show 
good resistance to heat and light, and are 
odourless and non-toxic. They are 
unaffected by dilute acids or alkalis, but 
strong acids and alkalis tend to hydrolize 
the resin, especially at high temperatures. 
All these properties may, of course, be 
modified by proper compounding. 

A small percentage of free unpolymer- 
ized monomer may be present in the 
dispersion, but the amount is usually so 
small that there are no toxity dangers; 
too high a percentage will decrease the 
stability of the dispersion. 


Examination 


When examining these dispersions the 
following points should be noted:— 

(a) Sotips. The amount of solid resin 
in the dispersion may be ascertained by 
oven drying at 100 degrees C. for one 
hour. Polymerization at low solid con- 


tent gives smaller particle size than those 
with a higher solid. 

(b) PH VaLue. The presence of 
minute quantities of acetic acid results in 
a pH of 4.0 to 5.0. This can be adjusted, 
if desired, to a neutral or alkaline point 
by the addition of dilute weak alkalis, 


e.g., ammonia. Dilute alkaline solutions 
should be added slowly to the dispersion 
with continual stirring as a high local 
concentration of the alkali may cause 
coagulation. Above pH 7.0 the disper- 
sions are not stable and slowly revert to 
the acidic side on ageing. 

Buffer salts, e.g., di-sodium phosphate, 
may also be used, but some of these salts 
are not compatible with the dispersions 
so care must be taken to check this. 


(c) PARTICLE Size. Dispersions with 
large particle size have advantages for 
certain applications, and those with small 
particle size give films with greater con- 
tinuity. A good indication of this pro- 
perty may. be obtained by diluting the 
dispersion to 5 per cent. solids in a 
100 c.c. graduated flask and observing 
the volume settled after 24 hours. 

(d) WaTER RESISTANCE. A useful test 
is to cast a film and oven-dry it; then note 
the time it takes to turn white when 
spotted with water. Several methods may 
be used to increase the resistance to 
water: — 


(1) Heat treatment for a short period, 


By A. E. LEVER, A.LR.I. 


say, for one minute at 100 degrees C. 
to 120 degrees C. 

(2) Addition of plasticizers. 

(3) Addition of a small percentage of 

20 per cent. formaldehyde solution. 

(4) 1-2 per cent. of sodium or 
ammonium dichromate, based on the 
resin content of the dispersion. Care 
must be taken to add this to the dis- 
persion just prior to use as_ these 
materials reduce the stability of the 
dispersions on storage. 

(e) Firm Crarity. Oven-dried films 
should be examined for film clarity. It is 
of importance in gloss coatings for paper, 
textile finishing, etc. 

(f) PARTICLE CHARGE. This depends, 
to a large extent, on the emulsifiers and 
protective colloids that have been used 
in the manufacture of the dispersion. 
Generally, anionic dispersions are incom- 
patible with cationic dispersions, but are 
compatible with non-ionic dispersions. 

Other properties that may be of 
importance in connection with specific 
applications are viscosity, solvent toler- 
ance, and mechanical stability. 


Compounding 

Some of the materials that may be 
used to confer specific properties on the 
final products are as follows:— 

(a) PLASTICIZERS. These are added to 
increase flexibility, gloss, water resistance, 
tack and adhesion; they also lower the 
heat sealing temperature of the deposited 
film. Polyvinyl acetate is compatible with 
the lower phthalate and phosphate ester 
plasticizers, but there is a tendency for 
the higher phthalates to become incom- 
patible with the resin. 

Plasticizers with low boiling points, 
e.g., dimethyl phthalate, considered 
ineffective in other applications, work 
well with polyvinyl acetate because the 
resin acts to lower the vapour pressure 
of the plasticizer to a point where loss by 
evaporation is negligible. Esters of the 
higher fatty acids are not effective. 

Plasticizers tend to thicken the disper- 
sions and additional water may be neces- 
sary to maintain the desired viscosity. 
Solid or resinous extenders, with m.p. 
below 100 degrees C. can be melted and 
added to the warmed dispersion, and the 
temperature of the dispersion should be 
held at a few degrees above that of the 
melt being added. 

(b) Resins. Some resins may be com- 
pounded with these dispersions, without 
difficulty, for specific purposes. The 
compatible resins are phenolics, nitro- 
cellulose, chlorinated diphenyls and 
chlorinated rubber. They may be used 


to reduce cold flow, increase hardness, 
increase tack, etc. Incompatible resins 
include polyvinyl acetal, polyvinyl 
chloride, polystyrene, alkyds and 
coumarone-indene. 

(c) PIGMENTS. Because polyvinyl ace- 
tate dispersions are slightly acidic, pig- 
ments should be carefully checked for 
compatibility, especially with emulsion 
paints where good shelf life is necessary, 
e.g., Strong alkaline pigments may cause 
precipitation on ageing. They should be 
added as a ground water slurry, or 
ground with the plasticizer; direct addi- 
tion of the dry powder is not recom- 
mended. Compatible pigments include 
titanium dioxide, carbon black, iron 
oxide, lithopone and antimony oxide. 

(d) ANTIFOAMING AGENTS. _ Stirring 
sometimes produces undesirable foaming. 
The addition of a small percentage of a 
solvent, lanolin, pine oil, or silicone anti- 
foam emulsions will be effective. 


Applications 

(a) HEAT SEALING. The emulsion, pro- 
perly compounded, is applied to the base 
and allowed to dry. The bond is made 
by laminating a coated and uncoated sur- 
face, or two coated surfaces, together 
under heat, and pressure. The resin 
softens under the heat and becomes 
tacky, thus effecting the bond. Full 
strength of the bond is attained on cool- 
ing. If the dispersion as used has been 
over-plasticized, the adhesive will remain 
permanently tacky. 

(b) Wet BonpING. The adhesive is 
applied to one or both surfaces to be 
joined and immediately assembled. Only 
light pressure is needed to maintain con- 
tact between the surfaces, and the full 
adhesive properties are obtained when 
the water has fully evaporated; too much 
pressure may give starved joints. The 
method is useful with porous materials. 

These adhesives are easy to apply on 
wood, but if they are used below normal 
room temperature (60 degrees F.) the 
resulting bond is likely to be impaired. 
Hard woods require a longer drying time 
than soft woods. 

Polyvinyl acetate dispersions are also 
finding increased use for bookbinding, 
and investigations have shown that these 
adhesives give superior results over the 
traditionally sewn books. Fuller details 
have been published in “Library Asso- 
ciation Record,” October, 1949. 

(c) CoaTING. Fabric and paper coat- 
ing with polyvinyl acetate dispersions 
offer many possibilities. Plasticizer 
migration should be studied particularly 


(Continued on page 212) 
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IN THE SERVICE OF MAN 


A pictorial review of high-quality units moulded 
or otherwise fabricated in Great Britain . 


29. Musical Instruments 


(Right) The shells of the set of drums 

manufactured by Drumcraft, Ltd. are 

covered in pearl finish ‘Celastoid”’ 

cellulose acetate sheet manufactured by 
British Celanese, Ltd. 


(Above) Toy musical instru- 
ments such as the “ Clarette”’ 
manufactured by Selcol Pro- 
ducts, Ltd. make considerable 
use of injection-moulded parts. 
This instrument is assembled 
from three polystyrene mould- 
ings. 


(Left) The body, bell, keys 
and accessory pieces of the 
Grafton alto saxophone, 
manufactured by J. E. Dallas and 
Sons, Ltd. are moulded by 
British Moulded Plastics, Ltd. 
from “Diakon” acrylic 
material in clear, gilt and 
cream colours. 


(Above) Like many similar 
instruments, this accordion 
manufactured by Harold Bell 
is covered with ‘ Celastoid’’ 
cellulose acetate sheet. The 
keys of the instrument are cut 
from ‘Cellastine’’ extruded 
cellulose acetate rod. (Photo: 
courtesy British Celanese, Ltd.) 


(Left) The Ukulele produced 
by Selcol Products, Ltd. is a 
real full size musical instru- 
ment manufactured entirely of 
plastics. The components are 
moulded in polystyrene by 
Thames Valley Moulders, Ltd., 
a subsidiary of Selcol Pro- 
ducts, Ltd. 








(Below) Acrylic materials 
offer some important advant- 
ages in touch and durability 
over natural ivory. Tuskite 
Piano and Organ Key Co., 
make use of this material in 
the manufacture of keys for 
this grand piano keyboard; 
the black keys are manufac- 
tured in “Catalin” cast 
phenolic material. 


(Above) The Schott 
descant recorder, a " 
copy of an old hand- (Above) 


Novelty 


Seeat 
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(Right) Both pro- 
fessional and toy 
mouthorgans are 
being manufactured 
entirely from plas- 
tics by British 
Mouthorgans, Ltd. 
Injection moulding 
and assembly of 
these models was 
described in ‘“ Plas- 
tics,” March, 1951 





(Left) Treble and descant (Above) Plastics parts of the 
recorders are moulded for “Clavioline” keyboard by 
Arnold Dolmetsch by Insula- Henri Selmer, Ltd. include 
tors, Ltd. Each instrument white keys covered with 
has three components moulded Ivoette, phenolic black keys, 
in a brown mottled phenolic injection moulded stops and 
material. Perspex sides. 


(Below) Maracas for 

Latin American 

music are moulded 

from phenolic 

material by Batley 
and Co. 


—~ 


f\ 
|? 





Princ 


3 (Above) This cinema organ manual with acrylic keys is 
manufactured by Tuskite Piano and Organ Key Co. “ Jabroc”’ 


| is used for the bearing points. 
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World’s Industry Employs Plastics 


MATERIALS and TESTING 
yy Glass fabric for 
moulds.— A __ tacky 
low-pressure _lami- 
nating material (glass 
fabric impregnated 
with * Permafil ” 
resin) allows mould- 
ing lay-ups without use of staples or other 
fasteners. Moulding temperature is 300 
degrees F. at 15 to 75 Ib./sq. in. pressure. 
(“ Machinery ” (N.Y.), 1952/ Apr. / 187.) 

Residual stress in thermosetting 
plastics—R. De Waard and coll. have 
developed a method for determining the 
residual stresses throughout the thickness 
of moulded thermosetting plastics. Stress 
analysis is based on the bending produced 
by milling of narrow strips. (“ A.S.T.M. 
Bulletin,” 1952/April/53.) 

Are resistance of thermosetting 
insulating materials—M. Olyphent 
reports on an investigation of the pro- 
cesses by which conducting paths or 
tracks are formed in insulating materials 
exposed to low current arcs. (“ A.S.T.M. 
Bulletin,” 1952/April/59.) 

Compatability of plasticizers.—R. G. 
van Kerpel reported recently on his 
investigations on the efficiency and com- 
patability of plasticizers. (‘ Ind. Chim. 
Belge ” (Brussels), 1952/Vol. 17, No. 1/9.) 

Viny| dispersions.—Watson Standard 
Co. announce five new basic products, 
which can be fabricated without high 
pressure: Organosol is used for filmcoat- 
ing; Plastisol is completely solid material 
with stabilizers, pigments and other 
modifiers; Foamosol has appearance and 
properties of foam rubber; Rigidsol is 
intended for moulding and casting, while 
Plastigel is for casting and extrusion. 
(“ Materials and Methods,” 1952/Apr./ 
141.) 


INDUSTRIAL. APPLICATIONS 





Resin sandcore 

binder.—Resolite 400 

manufactured by 

Aero Research, Ltd., 

Duxford, Cam- 

bridge, claims all the 

advantages of urea- 

formaldehyde binders, but avoids the dis- 

advantages which have so far prevented 

their general acceptance. (Aero Research 
Technical Notes No. 112/April/1952.) 

Flame spraying of non-metallic films.— 

H. Reininger deals with plastics which 

can be sprayed and their applications. 

Spray guns and powders, as well as the 

required preparation of surfaces are 

described. (“ Metalloberflaiche,” 1952/ 

May/A71.) 
Insulators for transformers. — W. 
Oburger discusses the various plastics 


materials useful for this purpose. 
(“ Oesterreich, Maschinenmarkt und 
Elektrowirtschaft,” 1952/Vol. 4/456.) 


Plastics foam __ insulation.—Th.E. 
Schmidt and W. Kost report on investi- 
gations with “Iporka” insulation after 
several years of service. (‘‘ Kaelte- 
technik,” 1952/Vol. 4/76.) 

Acrylic gauges.—F. P. Lampe describes 
a combined gauge made of “ Plexiglas ” 
and metal for the final inspection of 
pistons and connecting rods. (‘ Werk- 
stattstechnik and Maschinenbau,” 1952/ 
Apr./147.) 

Plastics and the motorcar.—P. Burelle 
presented recently a paper to the French 
Society of Automobile Engineers discus- 
sing the importance of plastics in motor- 
car construction. (“S.I.A. Journal,” 
1952/Mar./62.) 


Reinforced plastics carbody.—The 
production stages of this body developed 
by Naugatuck Chemical Division, United 
States Rubber Co. and Glasspar Co. 
are described in detail. (“ Materials and 
Methods,” 1952/Apr./109.) 

Permeable plastics for separation of 
fluids.—The theoretical -principles and 
their application to date are described by 
C. B. Jahn and D. M. Taylor. (“ World 
Oil,” 1952/Vol. 134, No. 1/155.) 


Silicone Rubbers.—B. B. White investi- 
gates the use of silicone rubbers in high 
speed aeroplanes. He refers to their 
temperature resistance and possible appli- 
cations. (“Aero Digest” (New York), 
1952/Vol. 64, No. 1/34.) 


PROCESSES : MACHINERY 


Automatic blow 
moulding has been 
applied successfully 
for the production ot 
thin hollow plastics 
shapes. J. H. du 
Bois’ describes a 
number of such techniques applicable 
even for difficult shapes. (‘ Materials 
and Methods,” 1952/ Feb. / 88.) 

Mould lubricant for phenolic mould- 
ing.—Methylcyclohexyl stearate, a clear 
straw-yellow oily liquid, is supplied for 
this purpose by Witco Chemical Co., 295, 
Madison Avenue, New York 17, N.Y. 
(“Scientific Lubrication,” 1952 /May /31.) 


New nylon moulding process has been 
developed for small components, such as 
moulded gears, bearings, bushings, 
worms, cams, valve seats, etc. Big 
savings are claimed for parts required 
from 100 to 1,000,000 pieces. (“ Machine 
and Tool Blue Book,” 1952/ Feb. / 356.) 

Semi-automatic hydraulic press.—The 
Czechoslovak machine tool industry 
produces presses up to 150 tons capacity. 
A machine was shown at the Vienna 





Spring Fair. (“ Oesterr. Maschinenmarkt 
und Elektrowirtschaft,” 1951/Apr./133.) 

Tumbling compound for plastics.—A 
new wet process tumbling compound 
produced by Tumb’L-Matic Inc., 4510, 
Bullard Ave., New York 70, N.Y., is said 
to suspend grease and cuttings in the 
operation, thus keeping work surface and 
abrasives free from accumulations. 
(“ Machinery ” (N.Y.), 1952/Feb./195.) 

Screw connections for extruding 
presses.—G. Veit describes two couplings 
for the screws of extruding presses. These 
have proved satisfactory in practice and 
the disadvantages of hitherto used con- 
structions are avoided. (“ Kunststoffe,” 
1952/April/32.) 


COATINGS and ADHESIVES 


Urea-formaldehyde 
resins and solutions: 
L. Shapiro deals 
with care and stor- 

age life. He gives 

data on life in par- 
ticular for Methyl- 
ol urea monomers under various 
influences. (‘ Rayon Synth. Text.” (New 
York), 1952/Vol. 33, No. 2/65.) 

A survey of thermosetting glues for 
wood is given by E. J. Ritter. He also 
discusses major causes of failures and 
their reasons. (“ Kunststoffe,” Vol. 42, 
1952/April/29.) 

A synthetic mica-bonding resin has 
been developed to replace shellack as 
bonding medium for mica for com- 
mutator vee-rings. The new synthetic 
bond is of the vinyl type. (‘ Materials 
and Methods,” Vol. 35, 1952/March/98.) 











Nylon dish con- 
veyor.—A_ rackless 
conveyor-type dish- 
washing machine by 
Blakeslee and Co., 
Chicago, uses a 
nylon injection 

(“ Materials and 


moulded conveyor. 
Methods,” 1952/March/99.) 

Moulded phenolic record player.—Of 
pleasant appearance, with a horizontally 
grilled loudspeaker-opening is a record- 
player-housing of deep maroon “ Durex ” 
phenolic resin. It plays 12 records auto- 


matically. (“ Materials and Methods,” 
1952/March/101.) 

Cellular rubber  insulators.—Latex 
foam, sponge and closed cellular rubbers 
are now produced in sheet, strip, moulded 
and special shapes. P. O’Keefe shows 
that they provide a wide range of proper- 
ties to fit a variety of applications. 
(“ Materials and Methods,” 1952/Apr./ 

91.) 
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B.LF. 1952—Plastics Exhibits at Castle Bromwich 


(Above) Products made from .C.l. 

plastics were chosen by Imperial Chem- 

ical Industries Ltd., Plastics Division, to 

demonstrate the range of applications 
of these materials. 


(Above) Tubes, tank linings and other chemical 
plant components fabricated from polythene and 
rigid p.v.c. were shown by Prodorite Ltd. 


(Right) Trade mouldings featured by Streetly 
Manufacturing Co., Ltd., included an inhaler case, 
electric shaver components and electrical parts. 


(Above) Centre-piece of 

the Permali Ltd. stand 

was their oil circuit 

: breakers manufactured 

: by Metropolitan-Vickers 

(Above) In addition to plastics lavatory seats and ; mR ne oe 

cisterns, Shires and Co. (London) Ltd. showed > ne = Ait: pel 

polystyrene ball floats and p.v.c. flush pipes. 
(Right) Bakelite Ltd. showed samples of interest- 
ing moulded and fabricated industrial components 
manufactured from “Bakelite” and “Vybak’ 
materials. 
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Plastics Exhibits at 
Be 1952 Castle Bromwich 


(Right) Evered and 
Co., Ltd. include a 
large number of 
plastics mouldings in 
their building and 
furniture fittings. 


(Left) The latest pro- 

duction of Robert 

McArd and Co., Ltd. 

was a marbled - finish 

plastics lavatory seat 
and cover. 


(Below) Besides pro- 
viding reinforcing fillers 
for plastics laminates, 
Fibreglass, Ltd. manu- 
facture loosely bonded 
fibres in rigid sections 
for thermal insulation. 


(Above) As participants in the “Derby for Industry” 

display, British Celanese, Ltd. showed their cellulose 

acetate plastics in the form of extruded tubes, transparent 
and coloured sheeting (top) and thin foil (bottom). 


(Left) Some intricate compression and injection moulded 
industrial components were shown by Birkbys, Ltd., who 
make moulding powders as well as mouldings. 
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Plastics Exhibits at 


Castle Bromwich B.LF. 1952 


(Left) Components 
for rail tracks are one 
of the applications 
for ‘ Formapex’’ 
phenolic laminates 
made by loco, Ltd. 


(Right) Resinoid and 
Mica Products, Ltd., 
produce injection 
and compression 
mouldings for elec- 
trical and other 
industries. 


(Left) Decorated three-dimen- 
sional designs moulded in 
“‘Diakon”’ acrylic material are 
produced by Joseph Lucas, Ltd. 


(Below) British Ropes, Ltd., 

showed the excellent proper- 

ties of nylon as a material for 
rope-making. 


(Above) An increasing 
variety of plastics 
materials, including 
nylon, cellulose ace- 
tate butyrate and 
polythene, are em- 
ployed by Thor Ham- 
mer Co. for special- 
purpose hammer- 
heads. 











(Left) Moulded Products, Ltd., exhibiting in association 
with British Moulded Plastics, Ltd., produce extrusions 
as well as compression and injection mouldings. 
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LETTERS TO THE EDITOR 


Correspondents are reminded that a stamped and addressed envelope should be enclosed in all cases where a personal answer is desired. 
It is understood that any letter received may be published at the discretion of the Editor. 


P.V.C. Gloves 

SiR,—We note the statements made 
under the above heading in your May 
issue, p. 146, regarding industrial p.v.c. 
fabric supported gloves and desire to 
make the following comments. 

“Such gloves have to be made from 
fairly thick cotton to prevent permeation 
by the fluid p.v.c. during the dipping 
process.” This is quite wrong. Thick 
cotton is used in the glove construction 
where heavy duty operations are carried 
out, or where warmth is required on 
exposed plants. Penetration of the 
“fluid p.v.c.” occurs when the material 
is incorrectly formulated. The matter is 
a question of p.v.c. paste technology. 

The North p.v.c. fabric supported 
glove which we send you has a very light 
interlock liner and is free from penetra- 
tion of p.v.c. The average total thick- 
ness is 0.9 mm. Nevertheless, it has been 
successfully used for handling anhydrous 
hydrofluoric acid. 

““Underglove with an exterior coating 
of p.v.c.” The p.v.c. fabric supported 
glove not only has an “ exterior ” coating 
of p.v.c. but 4 to 4 of the outer thickness of 
the lining is fully impregnated with p.v.c. 
The above description implies a mere 
proofing or light adhesion of the coating. 
The fabric in the outer }-4 thickness of 
the liner, strengthens the p.v.c., and in 
service, after the outer coating has failed, 
this fabric wears without permitting 
liquids to penetrate to the hands. 
Examination of the cut section will show, 
p.v.c. coating, fabric impregnated with 
p.v.c., and lining, i.e., as outside to inside 
of glove is traversed. 

“* Light scratch might breach the p.v.c.” 
Most of our comments above apply again 
here, but we would add that it is accepted 
that the tear resistance of p.v.c. fabric 
supported gloves, and p.v.c. coated cloth, 
is superior to that of p.v.c. unsupported 
gloves or p.v.c. sheeting. 

On the question of total thickness it is 
preferable to strike a balance between 
that demanded by resistance to the 
chemicals handled, and the dexterity, or 
sense of touch, to be afforded to the 
operative in the safe handling of corro- 
sive chemicals. 

Obviously there are some _ specific 
applications for unsupported p.v.c. 
gloves, but we would confine our remarks 
to erroneous statements regarding p.v.c. 
fabric supported gloves. 

JAMES NorTH AND Sons, LTp. 

Godley Mills, 

Hyde, Cheshire. 

[Epitor’s Note: The reference to p.v.c. 
gloves in our May, 1952, issue was based 
on information supplied to us by The 
Bias Binding Co., Ltd, who are the 
makers of an unsupported p.v.c. glove.] 


Plastics for an Electronic Device 

Sir,—It has been suggested to me that 
you might be able to assist me in a little 
matter regarding a _ suitable plastics 
material to employ in the production of 
a new electronic device, which is at 
present the subject of Patent applications. 

The device requires a fairly large sheet 
of insulating material, which must be 
proof against damp, rot, fungus, insects, 
etc. It must form an effective and low- 
loss insulator at very-high radio frequ- 
encies (i.e, 30 to 100 Mc/s) and, if 
possible, well outside these frequencies. 
It must also withstand the range of 
temperatures which may be experienced 
in Great Britain throughout the year, and 
be reasonably tough. 

It is necessary for the device that a thin 
sheet of metal foil (say about 0.00025-in. 
thick) should either be caused to adhere 
firmly to one side of the plastic sheet, or 
be sandwiched between two similar 
sheets, the whole being as thin as possible 
consistant with adequate tensile strength 
and resistance to tearing. The plastic and 
and foil must be free from any tendency 
to delaminate when subjected to some 
flexing (e.g., by the rolling-up and unrol- 
ling of the sheet several times). Plastic 
material of the polyviny] chloride type 
suggests itself. 

I might also mention that the foil will 
be required to cover definite areas of (or 
between) the plastics sheet(s), not merely 
to cover the whole, and means must be 
found for making electrical connection to 
the area(s) of the foil. 

Perhaps you could suggest a suitable 
plastic, and means of affixing the foil to it. 
The size of each sheet would approximate 
to 9 sq. yards, in widths of about 5 or 6 ft. 

D. W. PICKERING. 

80, Birchway Avenue, 

Blackpool, Lancs. 


Plastics Sealing Iron 

Sir,—In the April, 1951 issue of 
“ Plastics * (page 101) there is a reference 
to the “ Lyteze”” 6-oz. sealing iron. We 
would be obliged if you will let us know 
the name and address of the manufacturer 
of this iron. 

T3. 

[Eprror’s Note: The “ Lyteze”’ sealing 

iron is made by Lyteze Products Co., 

Morses Lane, Brightlingsea, Essex.] 


Plastic Guide Tubes 

Sir,—We are desirous of getting into 
touch with manufacturers of plastic guide 
tubes for bar automatics and bar lathes. 
These guide tubes are usually made in 
steel, but we understand that non-metallic 
material has successfully been used in its 
place, thereby effectually reducing noise 
in operation. 


Huddersfield. Hopkinsons, LTp. 


Hot-plates and Platens 

Sir,—We notice in the March issue of 
“Plastics” a letter inquiring for hot- 
plates and platens, and would like to draw 
your readers’ attention to the fact that 
we have supplied platens of a similar type 
fitted with Metrovick tubular sheathed 
elements. We are also prepared to supply 
the elements to purchasers intending to fit 
them to existing platens or ones they pro- 
pose to make themselves. 
METROPOLITAN-VICKERS ELECTRICAL 

Co., Ltp. 
Mosley Road, 
Trafford Park, Manchester, 17. 


Tile-cutting Machine 
Sir.—We are interested in contacting 
the makers of machines for cutting lino 
or plastic floor tiles from sheet material. 
MARLEY FLoor TILE Co., LTp. 
London Road, 
Riverhead, Sevenoaks, Kent. 


Plastics Sheeting 

Sir,—I am looking for a plastics sheet- 
ing about 1/50 to 1/40 inch thick; flexible 
yet rigid enough to stand out like a sheet 
of stiff paper; tough and not easily 
cracked or torn; one side rough or 
napped so that rubber, foam or solid, 
may be moulded or vulcanized on it. 

I would much appreciate being put in 
touch with a firm making or handling 
sheeting that would meet with my 
requirements. 

JEWEL Propucts, J.Tn. 

27, South Frederick St., 

Dublin. 


Preservative Coating 

Sir,—We wish to obtain a transparent 
flexible plastic material with which to 
treat various natural specimens which we 
prepare for exhibition purposes. The idea 
is that by coating the specimens they will 
keep in good condition for demonstration 
purposes without being preserved in a 
fluid preservative. We understand that 
there is a suitable material on the market, 
but have been so far unable to obtain 
any details. 


“ EXHIBITOR.” 


Mascot Figures 

Sir,—We are looking for a plastic 
manufacturer who is producing small 
mascot figures, approximately 2 ins. high, 
or alternatively the following: Dancing 
Girl, Dancing Couple, Fairy. 

Would be very grateful for your 
co-operation if you could advise us of 
any plastics manufacturer known to you 
who is producing such, or similar, figures. 

Pifco House, Pirco, Ltp. 

Watling Street, 
Manchester 4. 





JULY, 1952 


PLASTICS 


New Productions 


Container for Chemicals 

The new one-gallon “ Poly-Tainer,” by 
Industrial Appliances, Ltd., 21, Grosvenor 
Street, London, W.1, is unbreakable and 
particularly useful for the shipment of cor- 
rosive chemicals and dangerous acids. The 
container, complete with cap, weighs only 
17 ozs. The cap is so designed that any 
British Standards spanner can be used to 
tighten it, thereby ensuring a definite liquid- 
tight seal. 

The container shown in the accompanying 
photograph was filled with water and 
dropped from a height of 50 ft. upon the 
pavement. The result was merely a scratch 
where the container came into contact with 
the concrete. As a further test, the container 
was filled with water, frozen at 0°C. for 10 
hours and again dropped from a height of 
50 ft upon concrete, with the same result. 
No other apparent defect was discovered. 


Armchair Tray 

This useful article, by Mendle Bros., Ltd., 
Station Terrace, Pontygwaith, Rhondda, 
Glamorgan, is moulded in urea. It incor- 
porates two strong steel springs for firm and 
secure anchorage when in use, and the tray 
itself is of ample proportions for cup and 
saucer and plate. One of our illustrations 
shows the tray as folded up; the other, in use 
clipped on to the user’s knee, as an unortho- 
dox method of use, although specifically 
designed for fixing on the arm of an uphol- 
stered chair. 


Pin Box 
Injection Moulders, Ltd., Westmoreland 


Road, London, N.W.9, made this pin box, 
which has the polystyrene base and lid 
hinged by a polystyrene pin. 


Aircraft Model 
The scale model of the “Comet” air- 
liner is made specially for B.O.A.C. offices 


and agencies by Play-Fab, Ltd., 65, Ethelred 
street, Kennington, London, S.E.11. It is 
a solid injection moulding in polystyrene, 
weighing 3 oz. and measuring 8 ins. across 
the wings; the stand, moulded separately, is 
fixed by cement. 


Date Stamp 

The all-plastics ““Cleaner” date stamp is 
part of the “ Velos” range of office appli- 
ances and stationery sundries made by Rees, 
Pitchford and Co., Ltd., 72-74, Victoria 
Street, London, S.W.1, and is claimed to be 
unbreakable. The housing is moulded in 


Container for chemicals (polystyrene). 


(Left and above) 
“Armchair” tray 
(urea plastics), as 
folded up and in 
use— unorthodox 
fashion. 


cellulose acetate, as are also the four stamp- 
rotating wheels with serrated edges; the 
stamp itself is made from vinyl material. 


Soap Dish 

A soap dish which is rigidly supported by 
the body of the household water tap is 
something of a novelty. This one is moulded 
in polystyrene by Stone and Simmons, 73-75, 
Mortimer Street, London, W.1, and as may 
be seen from our photograph it is con- 
veniently placed and easy to clip on the tap. 


Date stamp (cellulose acetate and 
vinyl! material). 


Aircraft model (polystyrene). 
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PRODUCTION 
NEWS 





PNEUMATIC GRINDER.—We saw this 
Desoutter light-duty Model O pneumatic 
grinder on the stand of Desoutter Bros., 
Ltd., at the 1952 B.IL.F. It weighs only 
124 oz., is 7 ins. long and operates at a speed 
of 70,000 r.p.m. It has been specially 
designed to meet the needs of diesinkers 
and toolmakers. 


POLYTHENE.—The construction of a 
major unit for the production of polyethy- 
lene resins has been announced as an 
addition to the Texas City plant of Carbide 
and Carbon Chemicals Co. The produc- 
tion is to be 50,000,000 Ib. per year. It has 
been estimated that the total U.S. annual 
production of polyethylene, from Carbide’s 
plants and from other producers, will be 
between 100,000,000 and 150,000,000 Ib. by 
the end of 1952. 


BRITISH STANDARDS.— The 1952 
edition of the “British Standards Year Book” 
(460 pages), just published, contains a com- 
plete list of the 1,800 British Standards 
current at March 31, 1952, together with a 
brief description of the subject matter of 
each; there is also a very full subject index 
to all the Institute’s publications. The 
description given for each Standard is clear 
and concise—for example, that for “ Poly- 
styrene moulding materials ” B.S. 1493 reads: 


The Finney P3 single 
stage pump, exhib- 
ited by Finney 
Presses Ltd. at the 
1952 B.I.F., delivers 
3 gals. per min. at 
3000 p.s.i. 


PLASTICS 


| Raw Materials, New Plant, Works 
Organization, Control Apparatus, 
Research, Personal and Trade Notes 


““Covets two grades of polystyrene mould- 
ing materials: general purpose and electrical. 
Acceptance limits for the properties of each 
of these grades are specified, together with 
standard methods of testing these properties. 
The more important properties covered are 
sieve analysis, methanol soluble matter, 
volatile matter, viscosity in benzene, impact 
strength, softening point, power factor and 
permittivity.” The Institution’s Industry 
Standards Committees, 59 in number, each 
represent a major British industry by whom 
the work of drafting British Standards is 
delegated to about 2,000 special committees 
and sub-committees. Covies of the Year 
Book may be obtained from the British 
Standards Institution, 24, Victoria Street, 
Westminster, S.W.1, price 7s. 6d. 


CARL CANZLER (LONDON), LTD.— 
The satisfactory development of business 
for Carl Canzler, Dueren-Rheinland, has 
made it desirable for them to set up their 
own representation in England at 47, 
Victoria Street, London. For more than 
50 years the firm of Carl Canzler have been 
making plant for the chemical industries. 
Their “Kirberg” system of alkyd resin 
plants have a wide range of applications and 
are simple to operate. They also make 
plant for the production of phenolic and 
urea resins. 


REED BROTHERS (ENGINEERING), 
LTD., have recently acquired additional 
premises near their main works, at 151/ 
163, Westferry Road, Millwall, E.14, 
which have now been opened as showrooms. 
The building is equipped with overhead 
travelling cranes and pits to accommodate 
large hydraulic presses, etc. The company’s 
works at Cuba Street, Millwall, E.14, is now 
being exclusively devoted to the making and 
reconditioning of machinery. These 
additional facilities will enable them to 
handle an increasing volume of recondi- 
tioned hydraulic plant and machinery as 
well as their new lines of manufacture, 
which include plastics mixing mills, 
extruding machines and special purpose 
presses. A photograph of part of these 
new showrooms is published on our contents 
page in this issue of “ Plastics.” 


PLASTICS IN JAPAN.—The first vinyl 
plastics plant built with U.S. technical 
assistance in Japan has come into produc- 
tion at Kambara, near Tokyo. The plant 
has a capacity of 6,000,000 Ib. per year and 
will increase Japan’s vinyl plastics output by 
about 50 per cent. It is owned and operated 
by the Japanese Geon Co., Ltd. 
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R. H. WINDSOR, LTD.—New extensions 
to their works at Leatherhead Road, 
Chessington, Surrey, where the Windsor 
range of plastics machinery is made, were 
officially opened by Mr. John Boyd- 
Carpenter, M.P., Financial Secretary to the 
Treasury, on June 6. At the same time, a 
plaque to the memory of the late Mr. R. H. 
Windsor, founder of the firm, was unveiled. 
The new extensions to the works provide an 
additional 20,000 sq. ft. of floor space for 
making injection-moulding machines rang- 
ing from 1 to 32 oz., extrusion machines 
with capacities of 65 to 200 lb. per hour, 
and the dies, moulds and other ancillary 
equipment associated with these machines. 
Windsor’s latest production is a_ 1-oz. 
injection-moulding machine, shown for the 
first time at the 1952 B.I.F. and illustrated 
in “ Plastics,” June, 1952, page 170. 

R. H. Windsor, Ltd., grew out of a firm 
registered as Technical Machines and 
Accessories, Ltd., which was controlled by 
the late Mr. Windsor and became well 
known as the representative in this country 
for a large number of leading Continental 
firms. It was on the outbreak of war in 
1939 that the late Mr. Windsor established 
himself as an independent manufacturer. 
He re-engineered Continental models, incor- 
porating in their design improvements of 
his own invention, and producing machines 
which were entirely British. To-day, R. H. 
Windsor, Ltd., is under the managing direc- 
torship of the founder’s son, Mr. R. E. G. 
Windsor, whose two brothers, Peter and 
Gordon Windsor, are associated with him 
as administration manager and assistant 
extrusion sales manager respectively. 


LIGHTING FITTINGS made in “ Chry- 
saline” (see “ Plastics,” September, 1951, 
page 252) are illustrated in a publication 
issued by the General Electric Co., Ltd., 
Magnet House, Kingsway, W.C.2. “ Chry- 
saline” is produced by spraying a solution 
of plasticized synthetic resin (containing a 
welding agent) on to a wire frame of the 
required shape and allowing the volatile 
solvent to evaporate. The resulting material 
has a surface of pleasing texture, can be 
coloured as required, is of unusual toughness 
and possesses excellent qualities of light- 
diffusion and transmission. By the use of 
the “Chrysaline” process it is possible to 
make lighting fittings of shapes hitherto 
unobtainable with conventional materials. 


Board of Trade—Plastics Materials Section 
Private Account Imports of Moulding 
Powders—March, 1952 
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Moulded Products, 
Ltd., Sports and Social 
Club held their Sports 
Gala and an At Home 
on Saturday, June 14. 
Among those invited 
were 600 employees 
and their friends from 
the Walthamstow fac- 
tory of the associate 
company, British 
Moulded Plastics, Ltd., 
and several events in- 
cluded inter - works 
competitions. Visitors 
had an opportunity of 
seeing the factory, 
with compression and 
injection-moulding 
machinesin operation. 


EXPORT LICENSING REGULA- 
TIONS.—A new Order (S.I. 1952, No. 1157), 
published by the Board of Trade, covers the 
various export licensing regulations. It is 
a consolidating Order, which does not alter 
the existing regulations, but indicates the 
many changes which have been made since 
the last “ consolidating ’’ Order was pub- 
lished a year ago. 


“ ALKATHENE.”—We regret that our 
reference to “ Alkathene” film in the May 
issue of “ Plastics” (page 148) omitted to 
show that the word “ Alkathene” is the 
registered trade mark of Imperial Chemical 
Industries, Ltd. 


MENTMORE MANUFACTURING 
CO., LTD., are now rebuilding part of the 
Wood Green factory, which was severely 
damaged by fire recently. Production is 
being maintained under extremely difficult 
conditions for the time being. Operators 
are working under temporary shelter in the 
roofless building, whilst some machines have 
been transferred to another part of the 
factory. The company’s Plastics Division 
is concerned entirely with injection mould- 
ings, and is supplying parts for the fountain 
pens made by the other division of the 
company as well as trade mouldings for the 
toy trade and for industry. 


BRITISH XYLONITE CO., LTD.—The 
report of the directors for the year ended 
December 31, 1951, states that on January 1, 
1951, there was a reorganization, under 
which three subsidiary companies became 
sales companies only, their assets and manu- 
facturing activities being taken over by the 
British Xylonite Co., Ltd. The net profit 
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Tug-of-war teams : (left) Moulded Products, Ltd. (right) British Moulded Plastics, Ltd. 





Left to Right: A. T. Darley, secretary, Moulded Products, Ltd., 
R. Roberts, Bakelite, Ltd., T. R. Hudson, Moss Gear Co., Ltd., 
D. E. Lowndes, works director, Moulded Products, Ltd., H. P. 
Bridge, managing director, British Moulded Plastics, Ltd., and 
Moulded Products, Ltd., H. W. F. Ireland, consultant director, 
British Moulded Plastics, Ltd. and Moulded Products, Ltd. 


for the year attributable to the company has 
increased from £194,381 in 1950 to £237,572, 
of which £102,375 has been retained in sub- 
sidiary companies. The consolidated net 
profit of the group amounts to £358,992, 
compared with £296,192 for 1950. The 
directors propose a final dividend of 23 per 
cent., less Income Tax, on the Preference 
Shares (making 5 per cent. for the year), 
and a final dividend of 6 per cent. with a 
bonus of 2 per cent., less Income Tax, on 
the Ordinary Stock (making 10 per cent. for 


the year on the increased capital of 
£1,500,000). 
J. M. STEEL AND CO., LTD—A 


luncheon was held at the Connaught Rooms, 
London, on Monday, May 26, 1952, to 
celebrate 50 years’ service by Mr. L. A. 
Davies, a director of the Company. Present 
were Mr. C. P. Percy, chairman, Major 
C. J. P. Ball, vice-chairman, Mr. H. R. 
Peters, director, Mr. H. J. Mouland, secre- 
tary, and senior members of the staff; also 
present was Mr. Kingsley Williams, director 
of K. W. Chemicals Ltd., an associate com- 
pany. A presentation was made of a silver 
cigarette box from the staff and a fitted 
travelling case from his fellow directors. 

Mr. Davies became a director in 1938. He 
is a founder-member of the Plastics Insti- 
tute, and served for five years on the 
London Committee and for two years on 
the Papers Committee. 


0. AND M. KLEEMANN, LTD.—The 
directors have declared an interim dividend 
on the Ordinary Stock of 25 per cent. actual, 
less Income Tax, for the year ending 
August 31, 1952. They also announce a 


dividend on the Preference Stock of 2? per 
cent. actual, less Income Tax, for the half- 
year ending June 30, 1952. 


DERWENT PLASTICS LTD., Stamford 
Bridge, Yorks, announce that Mr. Harvey 
Beaumont has been appointed works’ 
manager with effect from June 1. Mr. 
Beaumont went to America recently with 
the Moulders’ Group Productivity Team, 
in the capacity of production engineer. 


REVERTEX, LTD., inform us that their 
factory and laboratories are now located at 
Eastern Industrial Area, Harlow, Essex. 
(Telephone: Harlow 2091-5.) 


MR. C. M. GLOVER, works director of 
B.X. Plastics, Ltd., was appointed to the 
board of directors of the British Xylonite 
Co., Ltd., on May 30. 


WARNETT KENNEDY AND ASSO- 
CIATES, design consultants, have removed 
their offices to 8, New Square, Lincoln’s Inn, 
London, W.C.2, and will be pleased to Te- 
ceive trade catalogues. 


BERNARD WARDLE (EVERFLEX), 
LTD., announce that Mr. J. P. O'Connor has 
been appointed to the board of directors. 
Mr. O’Connor joined the company in 1945 
and was later given control of sales of 
“ Everflex” coated fabrics. He has made 
no small contribution to the expansion of 
the company. 


MINISTRY OF SUPPLY.—We regret to 
announce that Mr. G. L. Hammond, the 
officer in charge of the Ministry’s Advisory 
Service on Plastics and Rubber, died on 
June 13. 


P.I1.G.S.—A meeting was held at Went- 
worth on June 12 and the competitions were 
played on the East Course. The prizes were 
presented by Mr. T. L. Birrell (Halex, Ltd.), 
vice-chairman of the Society. 

Waghorne Trophy (Medal).—Winner: 

R. Anderson (Ebonestos Industries, Ltd.), 

67 net. Runner-up: T. S. Crabtree (Arrow 

Electric, Ltd.), 68 net. 

Visitors’ Prize: W. J. S. Gordon (Mon- 

santo (Australia), Ltd.), 75 net. 

Cyril Last and Major Knowles 

Trophies (Stableford Bogey Green- 

somes).—Winners: C. H. Guyatt (Mosses 

and Mitchell, Ltd.) and C. C. Last (Bake- 

lite, Ltd.), 393 pts. Runners-up: F. A. 

Garrett (Rootes Mouldings, Ltd.) and 

J. C. Brierley (1.C.I. Plastics Division), 

37% pts. 

Visitors’ Prize: W. J. S. Gordon (Mon- 

santo (Australia), Ltd.) and H. Barning- 

ham (Monsanto Chemicals, Ltd.), 
37% pts. 
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‘“Twin-O-Matic” 50-ton Moulding Press 


The Twin-O-Matic moulding press, made by Jackson, Heywood & Co., Ltd., Bury New Road, Whitefield, near Manchester accommodates 
two compression moulds side by side, the rams of which automatically alternate up and down, thus eliminating from the moulding cycle 
the time normally taken for unloading, cleaning and reloading the moulds. 


Papers with injection moulding, 
compression moulding is usually a 
lengthy process. Not only does the 
essential cure period (which cannot be 
altered) take up time; there is also the 
time taken in unloading, cleaning and 
reloading the mould. The “Twin-O- 
Matic” moulding press was designed to 
remove the time normally taken in un- 
loading and loading from the total cycle 
time of the job. 

This press, in the main, is composed 
of two 50-ton upstroking rams placed 
side by side in one frame, the control 
of both being through a single lever. As 
one ram rises to the curing position, the 
adjacent ram automatically lowers and 
can be unloaded, cleaned and reloaded 
within the cure time of the moulding on 
the other ram. 

Each of the four electrically heated hot- 
plates is controlled by the indicating con- 
trollers, the temperature required being 
selected by moving a red finger by means 
of. a “coin slot screw.” A small pilot 
lamp is placed by each temperature con- 
troller and indicates for each hotplate, 
when the current is actually heating. The 
hotplates are shown at (17). The time 
cycle is indicated by means of the process 
timers (3), one for each ram. The timers, 
having once been set, are automatically 
put in motion when the required pressure 
has been reached through an electrical 
contact made in the pressure gauge (4). 
When the time cycle has expired, the pilot 
lamps (5) light. The action of moving the 
valve control lever (9) to the position for 
lowering the mould, which automatically 
sends the other mould up to the moulding 
position, also resets the process timers for 
the next cycle. 

The machine is an entirely seif- 
contained twin 50-ton hydraulic moulding 
press, which only requires connecting to 
the electric power mains to be ready for 
operation. The maximum stroke is 8 ins. 


1.—Indicating temperature controllers. 2.—Pilot 
lights for indicating temperature controllers. 3.— 
Process timers. 4.—Pressure gauge. 5.—Pilot 
lights. 6.—Main motor starter. 6a.—Remote 
controls. 7.—Interlock with door of distribution 
compartment. 8.—Distribution panel. 9.—Valve 
control lever. 10.—Control valve. 11.—Oil sight 
glass. 12.—Oil tank. 13.—Two-stage pump. 14.— 
Relief valve. 15.—Motor. 16.—Table. 17.—Hot 
plates. 18.—Table guide pillars. 19.—Operating 
lights. 20.—Guards. 


and the daylight between hotplates is 
16 in. All instruments required by the 
moulder are easily visible on the front 
panel of the hood. 

The electrical wiring is contained in a 
square section conduit inside the top of 
the hood and the cable ends are brought 
out to a central terminal block on the 
distribution panel (8). This panel carries 
the complete set of control gear, includ- 
ing the H.R.C. fuses for the motor, hot- 
plates and instruments, together with the 





isolator and transformer for the operators 
lights. A point of interest is that the 
isolator is interlocked with the door of 
the distribution compartment (7) in such 
a way that it is not possible to gain access 
to the terminals and connections with the 
current on. The action of opening the 
door to the distribution panel isolates 
all current to the press. In addition to 
the main motor starter (6) there are two 
remote control positions, one at either 
side (6a) of the front hood. 
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Fig. 1.—*Twin-O-Matic” 50-tonjMoulding Press 
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Fig. 2.—‘Stroke trip’ and micro switch. 


In the standard press, the four hot- 
plates are heated by strip elements, the 
loading per hotplate being 1,700 watts. 
Due to the highly efficient insulation of 
the hotplates, the heat is contained on all 
four sides and underneath, thus directing 
the heat where it is required, i.e., into the 
mould. The size of the hotplates is 
13 in. by 154 in. but, if required, oversize 
hotplates 13 in. by 17 in. can be supplied. 
The tables upon which the lower hot- 


plates are fitted are themselves guided by 
separate guide bars which slide in very 
long phosphor bronze bushes, thus ensur- 





Fig. 4.—The “Twin-O-Matic’”’ 50-ton 
moulding press. 
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16.—Table. 
17.—Hotplates. 
18.—Table guide pillars. 
19.—Operating lights. 
20.—Guards. 
21.—Micro switch. 
22.—Stroke trip. 
23.—Work guard 
interlocks. 
24.—Spacing ring* 
25.—Ram. 
26.—Gland, 
27.—Cylinder. 


Fig. 5. (Right) — The 
“Triple Twin-O-Matic’’ 
25-ton moulding press. 


ing complete alignment of the moulds. 

Normally, in hydraulic moulding 
presses, the tables are connected directly 
to the rams, which makes the changing 
of hydraulic packings a somewhat lengthy 
job. In the “ Twin-O-Matic” presses, 
however, the tables are fastened to a 
castellated spacing ring (24). This spacing 
ring is in turn fastened to the ram. To 
change a packing all that is required is 
to lift the ram up under pressure, pack 
the table into position, remove six nuts 
to disconnect the spacing ring from the 
ram and release the pressure. This allows 
the ram to lower. The gland (26) can 
then be removed and the packing 
changed. The ram is then sent up under 
pressure, fastened to the spacing ring, the 
packing pieces removed and the press is 
again ready to work. 

The time required to change the 
packing, as described, is 30 minutes, 


which is a very large saving in time which 
is normally lost from the day’s produc- 
tion. The moulds and hotplates have not 
to be moved and, indeed, there is no need 
even to turn off the heat. The deep 
grooves in the spacing ring allow air to 
circulate between the tables and the rams, 
thereby helping to insulate the hydraulic 
oil from the heat of the moulds. 

The oil sight-glass (11) is mounted 
directly on the built-in oil tank (12), 
which is of ample capacity and contains 
35 gallons of Shell Vitrea or Tellus 
hydraulic oil. The Fraser Mono-Radial 
two-stage pump (13) is situated in the 
motor compartment in the base of the 
press. This pump, which has a capacity 
of 13.2 g.p.m. at low pressure (200 lb. 
per sq. in). and 1.2 g.p.m. at high 
pressure (2,240 lb. per sq. in.), is directly 
coupled to a 24 h.p. continuously rated 
three-phase motor (15). The pump 
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delivers a large volume of oil at low 
pressure enabling a high speed of 
approach—fast enough for the moulding 
of alkyd plastics to be given to the ram. 
The pump automatically changes over to 
high pressure delivery when the moulds 
come together, thus enabling tablets and 
delicate inserts to be used in this press 
without fear of damage. The efficiency 
and economy of the Fraser pump will be 
realized when it is stated that a 24 h.p. 
motor is on the large side for this pump. 
Any pressure between 15/50 tons can be 
set for the rams by means of the relief 
valve (14) which is very accessible at the 
front of the motor compartment. 

The built-in guards (20) are fully inter- 
locked with the valve control lever and it 
is not possible for the operator to raise 
either ram without the guards being 
closed. Neither is it possible to open 
either of the guards whilst the rams are 
in motion. Any mistake on the part of 
the operator stops the movement of the 
rams and takes off all hydraulic pressure 
to the machine. In the event of a mould 
being taken out of one side of the press, 
it is possible to continue production with 
the mould on the other side, providing 
that the packing pieces supplied with the 
machine are placed between the hotplates 
on the side from which the mould has 
been removed. If the packing pieces are 
not placed in the press, the ram cannot 
Overrun its stroke. When the ram has 


POLYVINYL ACETATE EMULSIONS 
(Continued from page 199) 


in this connection, and where pigments 
are used they must be non-bleeding to 
wet rubbing. They find application also 
in the manufacture of cardboard food 
containers for packing greasy products. 
In the manufacture of paper the disper- 
sions may be used to improve the tear 
and tensile strength, and they are usually 
added at the beater stage. 

In the textile industry the uses of these 
dispersions call attention to the following 
advantages: 

(1) No curing is necessary; only dry- 
ing. 

(2) Deposited resin is odourless and 
tasteless. 

(3) Chemical resistance is good. 

(4) No increased inflammability. 

(5) Fire hazards are reduced; this 
applies to all applications. 

(6) Increased resistance to mildew, 
rotting. etc. 

(7) Good resistance to laundering. 

(8) Good adhesion to natural and 
synthetic fibres, and used to increase 
the “snag” resistance of nylon, silk 
and rayon hosiery. 

(d) BINDING. The most familiar 
application is the utilization of leather 
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risen to the predetermined height, the 
“stroke trip” (22) contacts the micro- 
switch (21), thereby cutting off all current 
to the motor; this feature is of great 
importance as a safety measure, even 
during tool setting. 

The total floor space taken up by the 
50-ton ‘“ Twin-O-Matic” press is only 
3 ft. 7 in. by 2 ft., and when one realizes 
that this one machine can give a higher 
production rate than two single presses 
this is a feature of great importance. The 
machine is highly finished in a pleasing 
shade of green, as it is realized that an 
operator takes more pride in, and better 
care of, a machine which is easy to keep 
clean and free from flash. 

Production times off the “ Twin-O- 
Matics ” are of a very high order. For 
example, the time taken to produce a 
particular moulding in general purpose 
powder in a single cavity tool, having a 
curing time of 1.5 minutes, was 3.45 
minutes cycle time. Because of the com- 
plexity of the core mechanism, it was 
not possible to have more than one 
impression. On the “ Twin-O-Matic,” by 
duplicating the mould, the average cycle 
time required to produce the same 
moulding, with the cure time constant at 
1.5 minutes, has been 1.8 minutes over 
a period of 12 months. This will be 
appreciated when it is realized that the 
time normally “ wasted” by unloading, 
cleaning and reloading the moulds, is in 








scrap. Recent developments also indicate 
possible extensive use in the manufac- 
ture of non-woven cotton fabrics, 
bonding woodflour, etc. Use as a 
binding agent for cement flooring has 
been dealt with in the building trade 
literature, but it should be pointed out 
that the use of the right pigments is of 
great importance. The advantages of 
good-quality flooring are improved oil, 
grease, and age resistance. 

(e) Paints. Increasing use is being 
made of these dispersions for washable 
water-based paints. These paints can be 
applied in the usual manner with brush 
or spray on cement, brick, wood or 
plaster. When used on bare metal, the 
base should be given a primer of a suit- 
able kind. Porous surfaces should be 
given a priming coat of unpigmented dis- 
persion to prevent “striking through.” 
Brushes should be well wetted with water 
before dipping in the dispersion. Gloss 
can be varied by altering the pigment 
content, or by finishing off with an unpig- 
mented top coat. 

(f) LEATHER FINISHING. Polyvinyl ace- 
tate dispersions are used with excellent 
results for leather finishing. They pro- 
vide (1) good adhesion, (2) moderate 
flexibility, and (3) good water resistance. 
The use of the proper dispersion and 
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the case of the “ Twin-O-Matic ” carried 
out during the cure time of the moulding 
on the other side. 

In addition to the 50-ton “ Twin-O- 
Matic” press here described, Jackson, 
Heywood, and Co., Ltd. also make 
another standard press—the 25-ton 
“ Triple Twin-O-Matic.” This machine, 
as its name implies, is in effect three 25- 
ton “ Twin-O-Matics” in a common 
machine frame. Apart from the motor 
and pump unit, each set of twin rams is 
independent of the others. 

Each pair of twin rams has a full set 
of control instruments mounted on the 
hood and is complete with fully inter- 
locked guards. The main distributing 
panel serves the complete unit and is 
interlocked so as to isolate the press 
electrically when the door is opened. The 
advantage in factory floor space is 
enormous as in effect, six 25-ton presses 
are contained in a unit 6 ft. 4 in. long by 
1 ft. 5 in. wide by 7 ft. 1 in. high. 

‘The stroke of the “Triple Twin-O- 
Matic ” machine is 7 in. and the daylight 
between hotplates is 15 in. The electrical 
loading of each of the 12 hotplates is 
1,600 watts, and the sizes of the hotplates 
are 10 in. by 12 in. The pump unit is 
again a Fraser Mono-Radial two-stage 
pump and the built-in oil tank contains 
55 gallons of oil. All other technical 
details are similar to the 50-ton ‘“ Twin- 
O-Matic ” machine. 


proper compounding will result in satis- 


factory finishes. The addition of too 
much plasticizer may result in a film 
which becomes tacky under even 


moderate increase in temperature and 


may particularly cause trouble when hot- 
plating. 


SOCIETY OF THE PLASTICS INDUSTRY 


Mr. Gordon Brown has been re-elected 
president of The Society of the Plastics 
Industry, for a second year effective from 
June 1. Mr. Brown, a vice-president of the 
Bakelite Co., Division of Union Carbide and 
Carbon Corp., was one of the founders of 
S.P.I. fifteen years ago. The present chair- 
man of the Board has also been re-elected 
for a second year; he is Mr. Horace Gooch, 
Jr., treasurer of Worcester Moulded Plastics 
Co., Worcester, Mass. Mr. J. E. Gould, who 
has been secretary-treasurer for several 
years, is the newly-elected vice-president. 
He is vice-president of Detroit Macoid 
Corp., Detroit, Michigan. The new 
secretary-treasurer is John J. O’Connell, 
president of Consolidated Molded Products 
Corp., Scranton, Pa. 


“ PLAX ” PATENT.—Cabled information 
reports that the Plax patent (the production 
of plastics bottles, e.g., in polythene) has 
been held valid by the American Courts, and 
that the patent has been infringed by Elmer 
E. Mills Corporation. 
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Illustration published by kind permission 
of the Ministry of Supply 


moulded 
plastics 


for 
RE-ARMAMENT 





During the last war we moulded many large housings for the “aerial loop” 
fitted to service aircraft. The design of the loop is modified now and our 
illustration shows the larger of the two new housings which we are making for 
the Ministry of Supply. 

The two parts of this housing are still large mouldings since they measure 
24 inches long by 14 inches wide. They are moulded from a ‘phenolic’ plastic 
material using cloth cuttings as a filler to give them exceptional tensile and impact 
strength. 

The experience and skill necessary to build these moulds, and to produce 
-the mouldings from them, is available at our factories in London and Birmingham 


to all industrial users of moulded plastics. 








BRITISH MOULDED PLASTICS LTD 


37 PORTMAN SQUARE «+ LONDON « WI WELbeck 3934 


MOULDED PRODUCTS LTD 
CHESTER ROAD + TYBURN « BIRMINGHAM 24 Erdington 2201 








TWO NATIONAL PLASTICS COMPANIES 
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NO 
FIRE HAZARD 


* WITH CONVEYOR BELTING 
MADE WITH GEON PVC 


With ordinary rubber coal-mine conveyor belting, frictional 
heat can lead to disaster... . A belt stalled over a 
still-rotating driving drum . . . heat builds up. . . the 
belting catches fire . . . soon, fast-spreading flames 


are licking along the conveyor. ... This fire hazard 


is completely eliminated by belting made with Geon PVC 


—first because Geon PVC is more flame resisting, 
secondly because it is self-extinguishing. And 
as Geon PVC is also exceptionally resistant to 

surface wear, this belting withstands the constant 

jagging of sharp, heavy loads with much less 
cutting, tearing and stripping. Products made 
with Geon PVC can be as tough as conditions 
demand—industrial protective clothing, 
chemical tank linings, cable sheathing and floor- 
coverings, to name only a few. 
Please write for Booklet No.51, which . gives 
further information on the properties and uses of 


Geon PVC. 


British Belting & Asbestos Ltd. make this belting which, according to the 
1950 REPORT OF H.M. INSPECTORS OF MINES (N.E. 


: : ’ Division), “ is better than ordinary rubber belting both from the fire and the 
economic points of view.” B.B.A. belting has the registered brand name 
kt 0 Il ai 
wl Mealerials BRITISH GEON LIMITED 
, Sales and Technical Service: 21 St. James's 


Square, London, S.W.1. Te : WHI 956r 


“ Geon” is a Registered Trade Mark 
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Technique and Design of 
Pin-point Gating with 
Injection Moulds—IIl 


By W. M. 


id will chiefly be in respect of the size 
and volumetric capacity of runner and 
gate channels that the main difficulties 
will arise for the mould designer and 
toolmaker. Of the two, that of gate size 
is the most important, and has to bear 
some relationship to the volume of 
material to be delivered to the mould 
cavity, and/or which is contained in the 
finished moulded article. 

By purely empirical standards this 
relationship of gate capacity to cavity 
volume is assumed to be in the ratio of 
from 1/50th to 1/70th, according to 
viscosity of material, and certain other 
factors. In actual practice, however, this 
rule may be of little significance or 
utility, and at the best can only serve as 
a rough guide for initial design considera- 
tion. It is a theoretical standard often of 
meagre reliable guidance owing to the 
influence of several critical mould design 
and operational factors of which the rule 
can take no account. 

For example, its successful application 
will be seriously impaired by the magni- 
tude of injecting pressure used and the 
velocity of flow obtained. The style of 
runner lay-out, and particularly the direc- 
tion of flow of feeding material therein, 
will also affect the rapidity of cavity fill, 
and the volume of plastics material 
passing over the gate in a given time. 

Likewise, the precise location of the 
gate on the side of the moulded com- 
ponent may exert considerable influence 
upon flow. 

Similarly, any mould member, core or 
other element or agent projecting into the 
mould cavity and lying across the flow of 
the material, will be liable to deflect or 
interrupt same, and thus produce a signi- 
ficant influence upon the gate capacity to 
be employed to give best fill. 

Furthermore, the inherent flowing 
properties of the material in its plasticized 
condition, as well as mould and material 
temperatures, will in turn (but to a lesser 
degree) influence the rapidity of fill and 
the size of gate opening necessary. 

For these reasons, therefore, it will 
usually be difficult to determine with close 
exactitude the nature and extent of flow 
action occurring when the plastic charge 
is injected powerfully through the 
runner/gate system of any particular 
mould construction. This action cannot, 
of course, be observed or measured by 
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practical means during the operation of 
the mould. It may thus only be judged 
according to the terminal results obtained 
in regard to the quality, soundness, and 
accuracy of finished mouldings, combined 
with the relative freedom from snags, 
irregularities and defects, with both 
mould and components. 

By carefully observing these results, 
together with the beneficial effects arising 
from modifications to runner/gate 
capacity, or the better location of the 
gate, as shown desirable by tests during 
the proving stages, the character of the 
flow action can be interpreted with some 
reliability. 

Two opposed views are commonly 
held by mould designers concerning the 
relationship of gate capacity and size and 
flow action obtained. One school of 
thought urges that best working results 
with the mould, and the most satisfactory 
finished products, will be obtainable by 
maintaining the gate opening to the 
smallest feasible cross-sectional area con- 
sistent with adequate flow of plastics 
material into the cavity. 

By causing the plastics material charge 
to pass through a small and relatively 
constricted gate opening—which will 
usually be many times less in area than 
the runner channel feeding the gate—con- 
siderable friction will be created between 
the outer layers of the charge and the 
surfaces of the gate opening. 

The concentration of friction at this 
critical point, will in turn give rise to 
much additional heat, which, reacting 
upon the material charge, will greatly 
assist in maintaining its proper tempera- 
ture and viscosity. Thus, it is claimed, 
premature freezing at the gate will be 
arrested and good flowing features 
obtained leading to quicker and more 
effective filling out of the cavity. 

Building up the temperature of the 
moving plastics charge in such a con- 
stricted gate opening, by means of 
generated frictional heat, it is averred, 
ensures the minimum degree of “ setting ” 
in the outer layers of the charge most 
intimately in contact with the cool walls 
of the mould. Less heat will be lost from 
the charge by radiation into the cool 
mould, and it will thus be possible to 
obtain good thermal balance throughout 
the mould. Better welding of successive 
layers of hot material entering the cavity 
will also be attained. 
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This view was largely held in the early 
days of the development of injection 
moulding, but later experience and 
accumulated knowledge has _ tended 
towards some modification of this view. 

Many mould designers now adopt an 
almost contrary position by selecting gate 
openings of maximum size, and avoiding 
use of the constricted gate, as far as 
possible. 

Experience has shown that an unduly 
small gate opening has _ considerable 
influence upon the effective pressure 
available upon the plastics charge passing 
through the gate, and later upon its emer- 
gence into the cavity area. With the con- 
stricted gate pressure will be reduced, and 
may also tend to diminish during the pro- 
gressive filling out of the cavity forma- 
tion. Thus at the final stages of filling 
the effective pressure may be appreciably 
less than at the initial stage when only 
a small portion of the charge has entered 
the cavity. 

The undesirability of such pressure 
drop will be appreciated from the outline 
given of the following action and form 
of cavity filling which has already been 
discussed. 

From the manner of cavity filling 
described, i.e., by means of the building 
up of a series of successively injected 
layers and the necessity to pack the fore- 
most cooler and more sluggish layers into 
every part of the cavity formation, it will 
be understood that increased pressure 
will be highly desirable, preferably with 
the maximum occurring during the final 
stages of cavity fill. 

Furthermore, it is felt that the con- 
stricted gate may entail a substantial drop 
in the velocity of flowing material on its 
entry into the cavity, which in turn may 
cause blocking at the gate, and partial 
filling of the cavity. 

Thus with the restricted type of gate 
opening there may be greater liability 
towards forming “short” mouldings, or 
parts having deficiencies in the degree of 
density or homogenity in the moulded 
wall. 

Therefore, this second school of 
thought on gate design urges the use of 
a gate of appreciable capacity relative to 
that of the feeding runner, to insure 
maximum effective injecting pressure at 
all stages during the filling of the cavity, 
and to impart good velocity to the charge. 

One important practical advantage 
derived from adoption of the constricted 
gate, which may often prove of over- 
riding importance during mould design, 
is that the finished moulded component 
may be very easily severed from the 
waste sprue stalk. The scar resulting at 
such breakage point will also be so small 
that no trimming or buffing will be 
required to restore high quality surface 
finish. With large gated articles, how- 
ever, a very unsightly blemish may occur 
at the broken gate, the cleaning of which 
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may require considerable trimming and 
polishing. 

The flow action of the viscous plastics 
charge occurring in the mould cavity, and 
the manner in which the latter is filled, 
have already been briefly outlined in the 
previous article. It remains now to con- 
sider how such flow and filling actions 
will be influenced by passing the charge 
through gates of different cross-sectional 
shape and size, in order the better to 
understand certain important factors aris- 
ing with pin point gating. 

For example, with a large-size gate 
channel of round cross-sectional shape of 
the kind already depicted (see diagram A, 
* Plastics,” June, 1952, page 185), the 
material will be enabled to flow substan- 
tially along a straight line with the 
various layers more or less parallel with 
each other, somewhat after the fashion 
illustrated in Fig. 1, which shows an 
enlarged cross-section view of the critical 
gate opening in the mould. 

As will be observed the material flows 
along the almost straight lines denoted 
by small arrows, giving a parallel or 
laminar kind of movement. This will be 
greatly promoted by the fact that the gate 
channel is only slightly less than the 
runner channel, with the junction 
between these two portions being very 
small so as to offer the minimum inter- 
ruption to the straight-line flowing move- 
ment. If such junction wall is tapered 
in a gradual manner as shown, the inter- 
ruption offered to the flow will be still 
further decreased. 


Influence of Gate Shape 
The material passing through such a 
large-size gate opening at any given 
instant will not, however, be a completely 
homogeneous mass, possessing the same 
uniform viscosity throughout. It will, in 


fact, be composed of a number of layers 
of the kind shown by broken lines in 
Fig. 1. Each of these layers will have a 
slightly different temperature, such varia- 
tions occurring rapidly by reason of the 
contact with the relatively cold surfaces 
of the mould. The outer layers of the 
charge bearing most closely against the 
cool surfaces and walls of the gate chan- 
nel, as denoted by thick broken lines, 
will be the coolest, tending to lose heat 
into the mould more quickly than the 
inner core layers shown by light broken 
lines. 

A certain measure of restraint will 
therefore arise in respect of the flow of 
the charge in so far as these cooler outer 
layers will be more sluggish in action. 
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RESTRICTED GATE PRODUCING 
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Such restraint will be still further 
increased because of the friction occur- 
ring: between the stiffer boundary layers 
and sides of gate channel. The effect of 
such friction may be to cause a further 
decrease in flow rate. 

The temperature and velocity and vis- 
cosity of the inner layers approaching 
closer to the centre of the stream will be 
maintained at an increasingly higher 
level, with the hottest portions lying in 
the middle of the charge. These hot and 
most mobile portions will thus be able to 
flow with greater freedom and less drag 
than the outer cooler and more sluggish 
layers. 

The entry of a charge of this char- 
acter into the cavity at any instant will 
approximate to the conical form illus- 
trated at Fig. 1, where the stream is 
shown entering with the hot inner core 
layers in advance of the outer ones (see 
heavy dotted lines at the left of the gate). 
. The hotter and more fluid the inner 
core layers can be maintained, the 
greater will be their velocity both during 
passage through the gate and later when 
actually in the cavity, thereby ensuring— 
other factors being equal—a more rapid 
fill of the cavity. 

The advantages obtainable from a flow 
action of this kind employing a gate 
opening of large capacity may be briefly 
noted. Fully formed mouldings will be 
more readily obtained, due to increased 
velocity and more equable temperature. 
There will be less turbulence and trapping 
of air in the flowing charge. The liability 
towards stressing wall sections will be 
reduced due to lessened shrinkage strains. 
Improved welding of successive, and 
especially finally injected, layers in the 
cavity will occur because of their more 
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uniform temperature. Greater freedom 
from flow markings, poor weld seams or 
similar surface irregularities and defects 
on the moulding may also be obtained. 

Consider now the kind of flow action 
which arises in the case of a constricted 
gate opening of round or half-round 
cross-sectional shape, as depicted at 
Fig. 2. 

With this restricted type of gate the 
boundary layers of the flowing charge 
when passing through the gate channel 
will be subjected to an increased amount 
of interference because of the substantial 
junction wall present between runner and 
gate. 

The outer layers of the stream moving 
along the runner channel leading towards 
the gate will be drastically deflected by 
the almost square end wall of the junc- 
tion, thus there will be a pronounced 
tendency to divert certain portions of the 
stream laterally which will, in turn, result 
in the creation of considerable turbulence 
and swirl. 

When the outer layers reach and pass 
along the restricted gate channel this 
turbulence will be still further accelerated 


MOULDING PRESSES FOR PLASTICS 
IN SWEDEN 


(Continued from page 197) 
platen attains, in its lowest position, a 
height over the footplaté of the press of 
only about 1 metre. This is a convenient 
working height for the operative. 

The press is regulated in the same 
manner as the presses already described. 
The 400 mm. stroke of the main ram is 
made in about 4 seconds. The length of 
stroke of the transfer ram is 100 mm. 


200/100-TON PRESS FOR “ INVERTED” 
PRESSING OF COVERS AND RINGS 
The newly designed micro handle with 
a lightly marked parting line required a 
similar appearance for the earpiece and 
ring. The rational method of making 
these parts with the desired profile and 
without the necessity for further treating 
the parting line was to use the threaded 
core as a plunger in the closed mould. 


When the press is opened, the lower 
half of the mould must continue so long 
down that the part is uncovered for 
unthreading from the core. The prin- 
ciples of construction are: two movable 
press platens, each with its own half of 
the mould and with the effective pressure 
against each other so matched that the 
pressure of the upper platen exceeds that 
of the lower sufficiently to produce 
moulding pressure against the threaded 
cores which are placed on the lower fixed 
table. 


Fig. 6 shows a group consisting of two 


presses working together with a high- 
frequency unit. The button starting of 
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because of the frictional drag offered by 
cold walls of the mould. There will 
also be a sudden drop in temperature of 
the boundary layers of the stream at this 
point, and the ratio between the hot and 
free-flowing inner-core layer and the 
outer cooler and more-sluggish layers will 
be very much less than with the previous 
example of the flow action in a gate of 
large capacity. 

Because of the gate restriction, the 
relative free lateral movement of the 
cooler and stiffer boundary layers will be 
impeded, which condition will again tend 
to increase turbulence, particularly with 
the inner core, and swirling flow action 
may develop in both gate and cavity of 
the kind shown at Fig. 2. 

There may, of course, be instances 
where the effects of such turbulent flow 
will not cause serious consequences so far 
as the finished product is concerned, and 
sometimes a certain degree of turbulence 
may be found helpful, as when extremely 
intricate cavity configurations have to 
be filled out. Generally, however, such 
flow action will be undesirable because 
of the increased tendency towards partial 








the upper press platen, the rapid travel, 
the retarding, the slow closing of the 
mould and the application of the 
pressure, all take place in the manner 
previously described. The lower press 
platen obtains its counter-power of 
100 tons from one central and four 
corner cylinders. The lower platen rises 
to its loading position when a contact 
button is pressed. When the press is 
closed, the lower platen yields so much 
that the upper table stops against the 
mould’s guiding column. When the press 
is then opened, the lower platen sinks still 
lower so that the mouldings are 
uncovered. 

Fig. 7 shows the press at the moment 
of unthreading, after a completed mould- 
ing cycle. 

The planning of the new press shop at 
Karlskrona was not only confined to tools 
and presses. Considerable care was paid 
to the supply of material, questions of 
transport and particularly to the hydraulic 
and electrical installation. Fig. 8 shows 
how the presses were erected and pipe- 
lines laid. 


DR. VIVIAN T. STANNETT, who is 
now residing in Syracuse, New York, 
U.S.A., has recently been appointed Assistant 
oo of Chemistry, State University of 

ew York, College of Forestry, Syracuse 10, 
N.Y. Dr. Stannett will be remembered for 
his contributions to this journal on the sub- 
ject of cellulose acetate manufacture and on 
cementing problems. Before going to the 
United States he was with Utilex, Ltd., of 
which company he is a director. 
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filling of the cavity due to impeded flow 
and premature freezing at the gate or in 
restricted portions of the cavity. 

Air bubbles may become trapped more 
easily in the hot inner-core layers of the 
turbulent stream, thus leading to forma- 
tion of voids and weaknesses in the walls 
of the moulding. An excessive amount 
of shrinkage, and/or grossly unequalized 
shrinkage may also occur to cause addi- 
tional internal stressing. 

With such turbulent flowing action 
there will also be a greater proclivity 
towards producing flow markings and 
welding defects. 

The weld of the successive layers enter- 
ing the cavity may also be poor, causing 
weaknesses in the part, whilst additional 
stresses may be imposed on walls of the 
component most closely adjacent to the 
gate opening. 

Generally speaking, these features will 
be undesirable with most types of 
moulded components, and may also give 
rise to certain operating objections, i.e., 
unequalized temperature of material or 
injection mould, pressure variations, etc. 

(To be continued) 


GLASS FIBRE REINFORCED PLASTICS 
(Continued from page 198) 


The manufacture of various types of 
radomes, ducting and other aircraft parts 
was described; also examples of the 
expanding use which is being made of 
glass fibre in the field of jig and tool 
manufacture. 


Fibreglass-based Laminates for 
Electrical Applications 

By K. Hyde, B.Sc. (Ashdowns, Ltd.) 
“TS purpose of employing Fibreglass 

as the filler material for laminates, and 
heat-resistance comparisons with conven- 
tional paper- and fabric-based laminates, 
were given. The resin binders used with 
Fibreglass are of the phenolic, melamine 
and silicone types. The preparation of 
the Fibreglass cloth for impregnation 
with resin includes de-sizing and pre- 
treatment. The effect of these various 
treatments on mechanical strength of the 
glass cloth was discussed. 

Resin-handling technique and special 
considerations necessary with silicone 
resins were outlined, as also pressing 
conditions to produce laminates from 
impregnated glass cloth and post-stoving 
of silicone-type laminates. 

A comparison of the electrical and 
mechanical properties of -finished lami- 
nates showed the heat resistance of each 
type with temperature classification, and 
the effect of resin contents and glass cloth 
pre-treatment on ultimate mechanical 
properties. Properties on exposure to 
high temperatures and high humidity 
were compared with other laminates. 
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REVIEW 


The following abstracts have been made from specifications at the Patent Office, with the permission 

of the Controller of H.M. Stationery Office. The country of origin for Convention Applications 

is shown in parentheses. Complete specifications can be obtained from the Patent Office, 25, 
Southampton Buildings, London, W.C.2, price 2s. 8d. each (including postage). 


B.P. 664,133. Hydrocarbon tin alcoholates. 
To: Bakelite Corp. (Conv. U.S.A.). 


B.P. 664,142. Method of stabilizing syn- 
thetic resins. To: Soc. An. des Manufac- 
tures des Glaces et Produits Chimiques de 
Saint-Gobain, Chauny and Cirey (Conv. 
France). 

A thiosulphate is introduced into the (co-) 
polymer of halogenated derivatives of 
ethylene. 


B.P. 664,147. Reed 
Tiefenthal. 

The reed for hand looms may be made 
i.a. from a synthetic substance. 


construction. J. 


B.P. 664,148. Devices for protecting edges 
of fabric. B. J. Goddard. 

The device is hooked on to the bottom of 
a trouser leg and made of synthetic resin 
of the colour of the trousers. 


B.P. 664,167. Ornamented embossed articles. 
G. W. Borkland. 

A sheet of thermoplastic material having 
the property of returning to flat condition 
when heated is shaped to the desired con- 
tour and cooled. The decorative coating is 
applied to selected embossed areas and the 
sheet reheated to become flat again. The 
flattened ornament is then reproduced on a 
second thermoplastic sheet which, when 
embossed, shows the original decoration 
without distortion. 


B.P. 664,173. Moulded wheel rims of artifi- 
cial resin material. To: Soc. An. Frangaise 
du Ferodo (France). 

Holes and recesses for spoke nuts are 
moulded in the moulded well-base wheel 
rims for bicycles and perambulators. 


B.P. 664,176. Hydraulic moulding presses 
of the horizontal transfer type. W. R. 
Groves. To: British Industrial Plastics, Ltd. 

A sweeper oscillates through the gap 
between the mould faces when the press is 
open and stops operation if it encounters an 
obstruction. 


B.P. 664,181. Manufacture of sealed hollow 
bodies comprising at least one transparent 
vitreous window. B. N. Clack, The General 
Electric Co., Ltd. 

Thermoplastic cements may also be used 
instead of wax, in particular polyvinyl 
acetate dissolved in acetone. 


B.P. 664,243. Artificial teeth and method 
for forming the same. H. M. Thornton. To: 
The Dentists’ Supply Co. (U.S.A.) 

The teeth are made from synthetic 
plastics of different characteristics, one for 
the opaque body portion and another one 
for the translucent veneer extending beyond, 
and bonded to, the body portion. 


B.P. 664,248. Semi-moisture-proof heat-seal- 
able wrapping material. To: British Cello- 
phane, Ltd. (U.S.A.) 

The material is intended for the food 
industry. A very thin coating containing a 
pentaerythritol ester is applied to both sides 
of the base film (regenerated cellulose). 


B.P. 664,258. Manufacture of azo dyes and 
the dyeing of synthetic thermoplastic mate- 
rials therewith. E. Stead, A. Murray, D. 
Burtonshaw, Yorkshire Dyeware and 
Chemical Co., Ltd. 


B.P. 664,318. Method of and apparatus for 
moulding articles of cellular plastic material. 
To: British Thomson-Houston Co., Ltd. 
(Conv. U.S.A.) 

Form and enclosed receptacle for the 
expansible mass are moveable relative to 
each other, the movement being controlled 
by counter-balancing means (to vary 
density). 


B.P. 664,345. Articles in the form of sheets 
or strips having a heat-resistant resinous 
surface. To: B. F. Goodrich Co. (U.S.A.) 
A flexible cured plastic polymer (incl. 
ethyl acrylate) reinforced with filamentary 
material is used as laundry roll cover. 


B.P. 664,399. Copolymers of monovinyl- 
tetrahydronaphthalenes and their prepara- 
tion. To: British Thomson-Houston Co., 
Ltd. (U.S.A.) 

Copolymers, e.g., with other vinyl com- 
pounds such as acrylic acid or its esters, can 
be injection or compression moulded, cast 
into films, orientated and fused, others may 
be used especially for dielectrics. 


B.P. 664,412. Process and apparatus for 
manufacturing thin wall tubing from 
thermoplastic materials by extrusion. To: 
British Xylonite Co., Ltd. 

The material is extruded through an 
annular die and while still hot expanded to 
a greater diameter by automatically regu- 
lated internal pressure. The expanded 
material is then set by controlled cooling 
dependent on the circumferential thickness 
variations of the expanded tube. 


B.P. 664,425. Method and apparatus for 
making laminated articles. F. Lyijynen. 
To: Briggs Mfg. Co. (Conv. U.S.A.) 

Panels for interiors of vehicles (automo- 
biles) are bonded by a phenol formaldehyde 
product. 


B.P. 664,527. Heat-hardenable _ phenol- 
formaldehyde resinous compositions. To: 
Bakelite Corp. (Conv. U.S.A.) 

Laminating varnishes of excellent elec- 
trical properties are obtained by reacting a 
mixture of phenol and monobutyl phenol 
with formaldehyde under certain conditions 
(1 to 1.8 mols formaldehyde for each mol 
of the mixture; 0.2 to 1 mol of monobutyl 
phenol per mol of phenol). 


B.P. 664,546. Process of making plasticized 
polymers and thickened oils or greases. To: 
E. I. Du Pont de Nemours and Co. (U.S.A.) 


B.P. 664,556. Illuminated signs and the like. 
A. C. Brooks, Ryndford IndusStries, Ltd. 
The bulk of the light passes edgewise into 
“Perspex” sheets with drilled indentationy 
forming letters or numbers. 
B.P. 664,636. Flushing valves. S. O. Johns. 
(Conv. Australia.) 
The main control valve member is of 
polyvinyl chloride or other resilient material 
suitable for providing three sealing faces. 
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B.P. 664,638. Method of making film tubes 
from normally crystalline vinylidene 
chloride polymers or copolymers. A. Abbey. 
Comm. from: Dow Chemical Co. 

To prevent the flattened film tube from 
sticking together, the internal walls of the 
tube, which is extruded downwardly into a 
bath (cold water) to super-cool, then con- 
ducted vertically upward and inflated, are 
dusted with finely powdered crystalline 
vinylidene chloride polymer. 

B.P. 664,652. Closures for containers for 
food and the like. J. M. Jackson, Metal 
Box Co., Ltd. 

The gasket material of the side seat seal 
closure is a thermoplastic resin (vinyl type) 
dispersed in a plasticizer and squirted on to 
the flange of the closure. 

B.P. 664,675. Polymers of monovinyltetra- 
hydronaphthalenes. To: British Thomson- 
Houston Co., Ltd. (Conv. U.S.A.) 

B.P. 664,700. Laminated sheets. N. W. 
Knewstubb, C. N. Jenkins. To: Bakelite, 
Ltd. 

The thermosetting synthetic resins for 
impregnating fibrous sheets are condensa- 
tion products of formaldehyde with phenols, 
ureas or amino triazines. No subsequent 
surface treatment is required after lamina- 
tion. 

B.P. 664,787. Process and apparatus for 
producing polished thermoplastic sheets. 
To: British Celanese, Ltd. 

The extruded sheets travel between hot, 
highly polished, endless metal belts under 
pressure. The belt temperature is con- 
trolled by a flow of cool air under pressure 
and drops gradually to at least 50 degrees C. 
below Olsen flow temperature of the plastic 
material. 

B.P. 664,837. Transfers. 
Comm. from: Meyercord Co. 

The design film is composed of inter- 
spersed particles of two immiscible 
materials, i.e., a cellulose ether and a poly- 
methacrylate resin. 


B.P. 664,841. Abrasive articles and methods 
of manufacturing the same. W. W. Triggs. 
Comm. from: Carborundum Co. 

The binder comprises a substantial por- 
tion of the dried and hardened reaction 
product of an aqueous dispersion of an 
urea-formaldehyde condensation product 
and furfuryl alcohol resulting in increased 
strength of the bond. 

B.P. 664,849. Stabilized cellulose ether 
composition. To: British Celanese, Ltd. 
(Conv. U.S.A.). 

The colour stability of a cellulose ether 
moulding composition containing organic 
tri-phosphites may be greatly improved by 
so forming the composition that the 
phosphite does not amount to more than 
3 per cent. by weight of the weight of the 
cellulose ether. This is a critical upper 
limit. 

B.P. 664,850. Dart flights and darts fitted 
therewith. F. Low. 

Shaft and wings may be integrally 
moulded in a suitable plastic. 
B.P. 664,887. Flower holders. 
Dudley. 

The holder to be pinned to a piece of 
clothing (coat lapel) and to hold water in 
unspillable manner may be moulded of 
plastic material. 


A. H. Stevens. 


G. A. 








JULY, 1952 PLASTICS 


Supplying Industry's Needs 


FACTORIES 
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The BIPEL system of hydraulic drive is 
unique. It is based primarily on two novel 
BIPEL devices—a dual ratio (2:1 and 3:1) 
hydraulic intensifier on the press; and an 
automatic unloading valve which enables a 
simple fixed delivery vane pump to be 
combined with a gas-loaded accumulator. 
Pressure is generated at the highly economic 
figure of 1,000 p.s.i. 

This medium-pressure-plus-intensifier system 
provides for the first time three pressures 
from a single source, 


A typical BIPEL drive unit. This | is one wal ved units » install ina single, 
space-saving undergr ound chamber. A combination of any three of the 
four units can drive the forty presses installed. 


The BIPEL drive system offers a combination of advantages that no other system can offer. It provides a 
compact, reliable source of hydraulic motive power, cheaper than any other to buy and operate. And, for 
the first time, it enables a down-stroking prefiller press to provide, from a single supply source, a choice of 
three moulding pressures at will — the initial line pressure followed by intensified pressures of two or three 
times that figure. 

The maximum advantage is derived when the equipment is installed as a group drive feeding a number of 
presses, up to ten or twelve. Or, as a built-in unit operating a single press, it has many advantages over 
conventional high-pressure pumps; it still remains simpler and cheaper, requiring less installed H.P. to 
drive and retaining the feature of three operative pressures, 

The BIPEL system, whilst also applicable to manually operated presses, is primarily 

designed for auto-control which enables the press to reproduce automatically with unvary- 

ing precision, any conceivable moulding cycle including dwelling and breathing. 





: TYPE 40: 20, 40, 60 TONS 
BIPEL presses are made in three models, each affording 
three moulding pressures. TYPE 100: 50, 100, 150 TONS 


TYPE 200: 100, 200, 300 TONS 


Bp, Ss \ 
ae 


‘GROUP. 





B.I.P. ENGINEERING LTD., ALDRIDGE » STREETLY, STAFFS. 
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BRITISH CELANESE LIMITED 


PLASTICS DIVISION, CELANESE HOUSE, HANOVER SQUARE, LONDON, W.| 
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Precision Calender with 
three superimposed and 
one offset roller. Flood 
lubrication. 


of DESIGN, SERVICE 
and PERFORMANCE 
in 


RUBBER AND PLASTICS 
MACHINERY 





The Bridge — Banbury 4:' Cold Feed Plastics 
Patent Mixer. () Extruder. (&)) 


Precision Calender with orm SENATE 45'S 


four superimposed, 60 Plastics Mill with 
Hers. Flood lubri- 
poi we x (2) flood lubrication. (4) 
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“It’s beautifully clear, Mr Ash.” 


“And very strong, too, Mr Downs.” 


“* It’s like the lens ring for an electric torch we made recently, Mr Ash. 
That had to be completely transparent, perfectly accurate, 
and at the same time decorative and strong enough to stand up 
to rough treatment.” 


** How did you manage all that, Mr Downs ?” 


** It was moulded in clear Polystyrene, Mr Ash. The strengthening 
shoulder round the moulded screw thread was formed at the 
same time into a relief pattern of circular bosses. All made in 
one operation, Mr Ash.” 


** So now the customer has seen the light, Mr Downs.” 
- “ He has, indeed, Mr Ash. He said 


If you want to know what plastics can do for you 


ask Ashdowns 


ASHDOWNS LIMITED, ECCLESTON WORKS, ST. HELENS, LANCS. Phone: St. Helens 3206 
Ashdowns Ltd. is a subsidiary of Pilkington Brothers Ltd. 






Torch Lens Ws 
moulded in 
clear Polystyrene 
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H.P.M. «pre-piasticising” 
reduces cycle time and triples 
capacity of conventional 


Injection Moulding Machines 









STUFFER CYLINDER 


STUFFER 


Here’s what H.P.M. pre-plasticising means to you: (1) 
















IMJECTION WALVE VALVE CYLINDER 


Shot capacity of conventional machines has been tripled, 
thus increasing the versatility of machines for both large a 
and small parts. (2) Faster plasticising rate (more than 
twice that of conventional machines) means more parts an 
hour. (3) Lower injection pressures permit lighter weight 
parts, fewer strains, easier part removal from mould. (4) 
Lower moulding temperatures (below burning point) 
reduce possibility of discolouration or scrap. 

All these advantages are incorporated in H.P.M.’s new line 


of ‘* Pre-plasticising '’ moulding machines. 





H.P.M. PRE-PLASTICISING MACHINES 
Model No. 250-P-20 350 -P- 32 
*|njection Capacity (ozs.) 20 32 
*Plasticising (Ibs./hr.) 200 200 
250 350 
173” x 26” 20” x 324” 
27” 32” 
18” 20” 













1000 - P - 200 
200 
400 
1000 
40” x 60” 
60” 
36” 





























Clamp (tons) 
















Mould space 






Daylight 









Clamp Travel 


*Polystyrené (Plasticising rate based upon continuous “‘stuffing’’ of feed plunger) 


WICKMAN of COVENTRY 


LONDON «+ BRISTOL * BIRMINGHAM * MANCHESTER 
LEEDS : GLASGOW : NEWCASTLE BELFAST 








261F45 
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Now available 
in NEW embossed 
finishes 

















Craymac is noted for its tough- 
ness, its soft, silky drape and pliability, water resistance and fast brilliant colours. These qualities together 
with its versatility are the cause of an ever growing demand for this well known vinyl sheeting. Craymac 


complies with the British Standards Institute No. 1763. 


THE GREENWICH LEATHERCLOTH COMPANY LIMITEDst. mary cray. KENT. RAVENSBOURNE 4674-5*ORPINGTON 5671-2-3 


KNOWLES 
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DURAWIRES = “yyresh ovis 
DURACABLES 










@ 
A wide range of standard Wires and 
Cables, and special designs for 
exceptional requirements 
P " Also 


DURASTRIP 


Extruded plastic strip in various colours 


* and designs for ladies’ and gentlemen’s belts, etc. 


Sole Manufacturers: 


Dwrawies (48) ews ia. 


OURAWIRES 


— 





EE a L T 4 A M Telephones: Feltham 3453-6 M } D D L a Ss E xX 














TRAMWAY PATH, MITCHAM, SURREY 


TELEPHONE 


4 
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And Why is It Happening? 





MOULDS 


PECO MOULDS. Expert 
designers and mould makers are 
employed and moulds can be supplied 
to samples submitted, including die- 
sinking models if required. An important 
side of the Company's work is the hobbing 
of cavities for moulds and medallions — 
the plant includes a 3,000 ton hobbing 
plant. Master hobs to customers’ 
samples made as_ required. 





(PECO) 
PRODUCTS, 


Why is it that PECO Injection Moulding Machines are 
continually being installed in one great factory after 
another? For this plain reason — they turn out the 
goods, precisely and perfectly, in an unbroken flow. 
Here, as one notable example, is a view of a massive 
battery of PECO 8 oz. and 16 oz. machines at Inter- 
national Model Aircraft’s establishment at Tri-Ang Works. 


PECO Injection Moulding Machines are supplied in 2, 4, 
8 and I6 oz. capacities. They are self-contained with 
automatic cycle and are hydraulically operated. They have 
a high plasticising capacity and rate of injection. Mould- 
locking pressure and platen area enable them to operate 
at a high rate of production. 

Full particulars of the PECO range of Injection Moulding 


Machines and Moulds will be sent on request. 


The PROJECTILE 6 ENGI 





COMPANY LID, 


ACRE STREET, BATTERSEA, LONDON, S.W.8 


Telephone : Macaulay 1212. Telegrams: “Profectus, Claproad, London”. Cables : Profectus, London 
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HIGH SPEED 
AUTOMATICS 





GRIFFITHS, GILBART, LLOYD & CO. LTD. 


PARK ROAD - BIRMINGHAM I[8 
Telephone: NORthern 2132/4 


EMPIRE WORKS 





Modern machinery and 
mass production methods give 
you top quality capstan 


and automatic work and 


BGom(0 


Sheet pressings at a 
price you afe sure 


to like—and on time. 











LIMITED 
KINGSTON-ON-THAMES. TEL.: KINGSTON 1660 


WOOLY, 1952 
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MOULDED. 
PLASTICS 


THE SIGN OF SERVICE 
AND CO-OPERATION 
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Let Hr Ppessure do your plastic blockin 


wantin si staets 






































\ 36 
Model 126 mode ation with 
ic ope 
A robust blocking pneumatic OFF emperature 
ytoma! Ac tric He 
press to cover a block: A rol of Ele axirnum 
ing area up to12” x10”. car elements: 6" x6", tak 
Pneumatic operation iplocking 2° izes UP ich 
with Automatic Tem- ing ¥. Equipre? py 
perature Control of pe bio slides 
Funditor Electric Heating i rype 3 raved Ol 
Elements, and automatic for pe 
foil feed mechanism. or ster 
e 
, Funditor 
"gfe: —Preumatie BLOCKING PRESSES 
a io 
INTERNATIONAL MACHINE TOOL EXHIBITION 1952 
Our machines will be exhibited and operated on Stand 97 
Funditor Ltd (ground floor) Empire Hall, Olympia. 


3 Woodbridge Street, London, E.C.1 CLErkenwell, 6155/7 





Other Funditor Products include ‘‘Sand-Jet’’ Marking Machines, Supersaws for Plastics, Drying Ovens, Special Electric Heating Elements. 








re OE =k 
J. F. KENURE, LTD. 


Injection Moulders to the Trade 


Mouldings in all thermoplastic materials up to 10 oz., 
including flexible mouldings by the patented 
KENUTUF (P.V.C.) PROCESS. 


Our facilities include: 
Tool design and precision mould making. 


Fully equipped modern tool room. 





Capacity and facilities for fabrication, manipulation 
and assembly of plastic and metal components. 


Consult us in your problems * Let our technicians help you 








J. F. KENURE, LTD., FELTHAM, MIDDLESEX Telephone : Feltham 26045-6 


annie pennnemantmasnmeanemneaetiteeaieiaasiieaia nn 























Central African Shows ase 


Let the people SEE what you can 





ES 
ov Cky, roduce by exhibiting at the 
g > P y g 
iin! Oo Central African Rhodes Centenary 
_. ¥" Exhibition. 
2 m Write direct to P.O. Box 974, 
a iN) / 3 Bulawayo, Southern Rhodesia. 
2 i) @& Telephone 5731. 
“ _ 
. ro) 
/, 4° 
853 — \99 


JUNE Ist 
AUGUST 3lst 
1953 


CENTRAL AFRICAN 
RHODES CENTENARY 


EXHIBITION) 
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‘Tenite 1S 
transparent, tush... 


Yet another use for ‘Tenite’ is to make 
replaceable bowls for air-line filters, purifiers and 
lubricators. Transparent ‘Tenite’ allows the 
condition of the air-line, the filtering action, or 
the level of the oil supply to be observed at any 
time. It is extremely tough—these Norgren air- 
line products are designed to operate at air 
pressures up to 125 p.s.i. and in ambient temper- 
atures up to 120°F. It is light in weight, easy 
to mould, resistant to moisture, oil and dirt. 
Have you a manufacturing problem which 
can be solved by this versatile material? Write 
for technical data, literature and moulding 
samples to: 


T.E.C. PRODUCTS DIVISION 


KODAK LimiteD 


Wealdstone, Harrow, Middlesex. 
Tel. Harrow 4380. Ext. 26 


With acknowledgments to C. A. Norgren Ltd., Shipston-on-Stour, Warwickshire ‘Tenite’ is a registered trade-mark 








What are you up to Doodilebry? N 
* * 


‘Delving into Helvin, sir.” 





And what conclusions have you reached ? 


‘‘ That here is a well made article admirably suited to its 
purpose.” 


And the material itself, Doodlebry. Is it suited to our 
purpose? 


‘So admirably, sir, that we cannot afford to be 
without it.” 


Excellent, Doodlebry, come out of there and communicate 
with Hellermann at once. 





Helvin is an elastic thermoplastic from which a wide range of parts 


€ 
* Helvi n can be made by moulding or by other economical processes. 


Our catalogue No. B209/2 contains illustrations and full details. 











Produced by ELECTRIC LIMITED 


Subsidiary Company to Bowthorpe Holdings Limited 
TINSLEY LANE, CRAWLEY, SUSSEX TELEPHONE’ 747/8/9 
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° But what about 


One of the most practical advantages 


A ° . e@ e 
| of gas is oe - which | : my high-speed 
it gets into action. With gas there is .— 
no long waiting and warming-up process — ‘ J ets ? e 
its full heat is available day . + 


and night at the turn of a tap. c*ooeoeoeveaeeeee 


And in the same way there is no waste 
of heat or fuel at the end of a job. 
Such speed is worth minutes 

every working hour 


— and hundreds of pounds a year. 





Mr. THERM HELPS IN 
PLASTICS MANUFACTURE 


Ul 


Mr. Therm burns to serve you 


He makes himself very useful in 





platen heating, heating mixing 


machines and moulds, preheating powders before 


THE GAS COUNCIL . I GROSVENOR PLACE. LONDON. SWI moulding and the curing of vulcanised products. 











50 PLASTICS JULY, 1952 












ZAPON and ZAPIDE 
LEATHERCLOTHS 
Beauty ° Versatility * Durability 


Together, these two ranges offer you the widest 
possible choice of weights, colours and finishes for 
a great variety of applications including wall surface 
treatments. Full particulars, samples, etc.,on request. 


VON 10CO LIMITED 


a | ANNIESLAND, GLASGOW, W.3 








PLASTICS MACHINERY 
OF ALL TYPES 


Including :—Presses « Mixers « High Speed 
Pumping Equipment « Large size Recipro- 
cating Pumps - Large Accumulators 
Rubber Mills + Calenders 


Offers please, to:— 




















"Phone: Shepherds Bush 2070 ’Grams: Omniplant, Telex, London 
STANNINGLEY, Nr. LEEDS SOnS AND COMPANY LIMITED 
"Phone: Pudsey 2241 ‘Grams: Coborn, Leeds Established 1834 


And at Kingsbury (Nr. Tamworth) - Manchester - Glasgow - Morriston, Swansea - Newcastle - Belfast - Sheffield - Southampton - Bath 





P/521/HP29 (WWB) 
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“AMAZING NEW 
ADVISORY SERVICE 
FOR PLASTICS 

READERS ™® 


WRITE TO | 
Of ABOUT IT ! 


Dear Nurse Eap, 


I have been going with a left-handed man for three years ; he has two spade thumbs that he keeps 
digging into my Mum’s tablecloths. My Mum says that she wouldn’t mind him digging his spade 
thumbs into her tablecloth if it looked like coming to anything, but it doesn’t. Mum says that if he 


doesn’t pop the question soon she won't have him in the house any longer, as she can’t afford to keep 
buying new tablecloths for nothing. 


Please help me. 


Worried Brown & Green Eyes. 


Dear Worried Brown & Green Eyes, 


Thank you for your most interesting letter. What are you worrying about? The man obviously 
loves you or he would be digging his two spade thumbs into some other mother’s tablecloths. 
If I may hazard a guess, I would say that your suitor has injection moulder’s preoccupation 
(an industrial complaint not included in the Workman’s Compensation Act.) This is probably 
because he is out of touch with current buying habits. If you want him to pop the question, 
you should go out of your way to show him that you have his interest at heart. Next time you 
see him digging his two spade thumbs into your mother’s tablecloth, lean over and whisper 
= into his good ear with controlled passion : “‘ The best quality Cellulose Acetate and Polystyrene 
come from East Anglia Plastics!”? What a difference this tender advice will make. He will be 


enriched, transformed, transported. See that he gets his Cellulose Acetate and Polystyrene 
henceforth from EAST ANGLIA PLASTICS. 












Your friend in need, 
LET NURSE EAP ANSWER YOUR PROBLEM. 
Write in confidence (enclosing S.A.E.) 
to Nurse EAP to-day. Your confidence 
will be respected and you can be most 
awfully personal. 


44 East Anglia Plastics, Ltd., 52 Brook Street, Mayfair, \’.1 
Tel: MAY fair 4823 and 1973. 

Factory Address: Street 1, Aycliffe Trading Estate, Darlington, 
Co, Durham, 
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| 4) { Garknute Joiner 


Not one of the Queer Trades, but just a 
commonplace name for Transotape as 
used by the Big Banks to repair paper 
money and documents which have suffered 
the ravages of handling in circulation 


| 
| 


| 
1 


5 The Big Banks eal 


I H TAP E 
TRAN can YOu! 


Samples and literature with pleasure 


_ JOHN GOSHERON & CO LTD 
GAYFORD ROAD LONDON W12 
A.LD. Approved 


BoP Gosheron ean tape it 


PIPE -WAPLES 40 














Pioneer Plastic House 





NOTED FOR TECHNICAL ACCURACY 
AND DELIVERY. OVER 40 YEARS’ 
EXPERIENCE. WE POSSESS A WELL 
EQUIPPED TOOL ROOM AND DEAL 
WITH REALLY DIFFICULT SUBJECTS. 


Address enquiries to 
MOULDING MACHINING 


DEPARTMENT DEPARTMENT 


W. H. TANT & CO. LTD. 


DOLLMAN STREET, BIRMINGHAM, 7 


Phone: ASTon Cross 3232 
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Precision mouldings 
for industry 











Somewhere in your production line a 

high-grade, precision-moulded component 
can simplify assembly and make a 
cleaner, stronger, lighter and possibly 


less expensive job. 


A KENT MOULDINGS engineer will 
be happy to examine any problem and 


give you sound and honest advice. 


KENT 
MOULDINGS 


RMIETORGS. HOLSTER BRANDES t 


Makers of 
high- precision mouldings 


FOOTSCRAY, SIDCUP, KENT. FOOtscray 3333 




















, OUTSTANDING 
_ VERSATHITY.... 


I" c A Ze cm 3 rons wrrn oe 


: 


MACHINE | (sisi."/; 25 
°INJECTION 
°“COMPRESSION 

° TRANSFER MOULDING 


Unequalled results are obtained by 


> oe ae combining a vertical clamping unit with 

CAPACITY a horizontal injection unit. In the ver- 

28 OUNCES. WITH tical unit is a compression ram which 
, a 

See Beacricn7en operates up through, but independently 


of, the stationary die platen. 


CAPACITY 
100 OUNCES UNIQUE FOR USE WITH METAL INSERTS 
IDEAL FOR MOULDING GRAMOPHONE RECORDS 








Sold by:- 


FINNEY PRESSES LTD. 21°15 S7"=1_semauan 


Cables : Fynhyd B’ham 
Manufactured by :- 
Improved Paper Machine Corporation, Plastic Moulding Division, Nashua N.H., U. S.A. 
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Stories y 
SYMBOLS 

















Since the reign of ™ 
Edward III, Lord Chancellors 
have sat upon the Woolsack in 
the House of Lords. For cen- 
turies this large red cloth bag 
stuffed with wool stood as a symbol 
that wool was the main source of England’s wealth. 
Today, the country is full of symbols signifying trades 
and professions, one of which is the well-known screw 
symbol that proclaims Davis & Timmins as manu- 
facturers of fine small turned parts for industry. 


WE STOCK UPWARDS OF 6,000 LINES OF 
ys SCREWS, NUTS ANDSMALL ELECTRICAL PARTS 


UDAVIS & TIMMINS 


Head Office: BILLET ROAD, WALTHAMSTOW, LONDON, €E.17 
Telephone : Larkswood 2313 (6 Lines) 


Stock Dept: BROOK ROAD, WOOD GREEN, LONDON, N.22 
Telephone : Bowes Park 1136 
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SUPPLIES 
FROM STOCK 


CASEIN SHEETS RODS’ TUBES 


CAST SYNTHETIC RESIN 
SHEETS RODS TUBES PROFILE SHAPES 


P.V.CcC. SHEETING 


All thicknesses and widths 


WARERITE PANELS 


All colours 


CELLULOSE ACETATE SHEETS 
from 0.05”to7 mm. thick. Opaque and Trans- 
parent. Flesh and T/shell Optical quality 


1.C.1. ““CRINOTHENE ” in ali shades 


ACETATE SHEETS FOR LAMP- 
SHADES 


All colours. Bexoid, May and Baker, Utilex, etc. 


CELLULOID—all thicknesses 


‘‘ PERSPEX”’ BRAND ACRYLIC 
RESIN SHEETS 


from 1/24” to 1”—Clear and Coloured 
EBONITE sHEETS RODS 


MOULDING AND 
INJECTION POWDERS 


GILBERT GALEA 


| | MERCHANT IMPORTER-EXPORTER 


























Established 1918 


Dominion House, Bartholomew Close, London, E.C.1 
Phone: MONarch 3994 & 6770 Grams: Gilgalbert, Cent, London 














BALDWIN: 


“ATOMAT” 


BETA-RAY 
THICKNESS GAUGE 






for continuous measurement in 


PLASTICS PRODUCTION 


The thickness and the deviation from a pre-set thickness 
are both indicated. 


There is no contact with the material and no danger to 
operators. 


Mains operated. Write for Leaflet P.124 





BALDWIN INSTRUMENT CO., LTD. 
DARTFORD, KENT. 


Dartford 2989 & 2980 








a 


From stock 


* 


Acetate sheeting 
** Bexoid ” 
* Crinothene ” 
“ Perspex.” 
“ Rilfoil ” 
P.V.C. sheeting 
Lampshade Parchment 
“* Mistic ” adhesive in Plastic tubes 


Papers for Plastics 


* 


SPICERS LIMITED 


(Plastics Department) 


19 New Bridge Street, London, E.C.4. Tel: CENtral 4211 





| So BRR ESET 
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* Certain engineer- 












ing requirements 


can best be met by 





Nylon. 


Nylon produced 


.. M@QO ; 5 Precision engineering 


Registered Trade Mark 


Our knowledge, de- 
rived from special- 
components ised experience, is 
freely available 


to engineering de- 


signers. 


Plastic Engineers Limited 


TREFOREST, GLAMORGAN 
Telephones: Taffs Well 271-272 





5 SAAMI a = 

















Moulding lqupment 


HYDRAULIC PUMPS 
HYDRAULIC ACCUMULATORS 
PELLETING MACHINES Patrematnesa te 


with independent ejector fitted 

, ith dri it. 

HYDRAULIC VALVES This is one of a large range of 
Presses upto1,000 ton capacity. 


AUTOMATIC MOULDING 
CYCLE CONTROL UNITS 








Bradley ° Turton Lid 


CALDWALL ha aed KIDDERMINSTER 
TELEGRAMS ‘““ WHEELS "' KIDDERMINSTER ° e e TELEPHONE 2217/8 
Birmingham Office 114, HAMSTEAD ROAD, HANDSWORTH. BIRMINGHAM, 20. PHONE : NOR 2519 





THE LEADING MANUFACTURERS OF COMPRESSION MOULDING EQUIPMENT 











— eee 


PLASTICS 








PLASTIC 
SCRAP 
WANTED 


all types of Polythene, 
Polystyrene mouldings 
and P.V.C. Scrap 


Enquiries to: 


DAVIS BROS. (Metal & Plastics), Ltd. 


20 ALL SAINTS ROAD 
,» LONDON 
PARK 5639 a 
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, MOULDING MATERIALS 
EQUIPMENT AND DIES 


for home trade and export 


Thermosettings 
Phenol, Cresol & Urea Powders 
Thermoplastics 


n and specially reprocessed grades 


virgi 





INDUSTRIAL PLASTICS LIMITED 
London and Export Office : 


Piccadilly House ° 16-17 Jermyn Street London SWI 
GROSVENOR 2848/9 


Cables: IPLA LONDON 














Evo-Stik SH.12 is the answer to most plastic bonding 


problems. 

Easy spreading, good coverage, oil and water resist- 
ance, wide temperature range. Developed for 
bonding rigid and semi-rigid plastic to wood and 


metal. 
Consultation with us on your specific problems will 
“Special Bonding” 


be to our mutual advantage. 
leaflet sent on request to EVODE LIMITED, 


STAFFORD. 














SACKS 
and 
BAGS 








ALL PURPOSES 


Lowest prices 


. Prompt deliveries 


M. Grovic & Son, Ltd. 


Sack Works, Adelaide Rd., Readin 
Telephone: 62491 : 




















PIONEERS 
MOULDS 


for MODERN PLASTICS 
also 


PRESS TOOLS, JIGS & GAUGES 


BARBER 
& DU 
(MEMBER FF-Y 
214/222 CA GAUGE & TOOLMAKERS pa D . 
RDIGAN ROAD - IATION) 
Phone : Leeds 52033 LEEDS 
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Telephone: Telegraphic Address: 
Hounslow 3406-9 Stanmith Phone London 


STANLEY SMITH & COMPANY 


Manufacturers of 


“ VITRATHENE ” 


Polyethylene Sheeting 


made entirely from virgin materials in a range of colours and thicknesses 


‘“VITRONE” VINYL PLASTICS 


Rigid Sheets, with polished or matt surfaces. Extrusions in flexible and rigid grades. 


Press Polished Sheets, with a mirror finish 


Glass clear flexible and rigid sheets. 
on one or two surfaces. 


Non-toxic grades for materials in contact Embossed finishes, including Leather and 
with foodstuffs and liquids. fancy grains. 


WORPLE ROAD : ISLEWORTH : MIDDLESEX 























Hi OOr 
TRIXYLENYL PHOSPHATE 


T-X-P is a good plasticizer for polyvinyl chloride, cellulose nitrate 


and other polymers. 


It is WATER WHITE, free from odour and has a very low volatility. 


























Polyvinyl chloride plasticized with 1-x-P has 


excellent flame-resisting qualities. 


ALBRIGHT & WiLson 


LTD 
49 PARK LANE - LONDON - W:1: Te/: GROsvenor 1311 - Works OLDBURY & WIDNES 








Tew65 
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wo high- mde 
\{ : pockt Wallets 


PLASTIC WELDERS 


From wallets and handbag accessories 
to raincoats and baby pants—whatever 
you use of P.V.C.—you must write for 
the latest RADYNE welder Brochure. 


radio heaters Itd 


; specialists in all types of high frequency heating 
equipment. 
WOKINGHAM 


BERKS ENGLAND 


JULY, 1932 





JOHN CASTLE & Co. Ltd. 


POLYTHENE, Polystyrene, 
Acetate and Perspex. We are 
sellers and buyers of these 
materials in any form. 


POLYSTYRENE CLEAR 
SHEETS, RODS and FOIL for 
SALE. SHEETS 15x24x}Hin. 
to 1g in. thick. Rods 3 in. to 
14 in. diam., 24in. long. Foil 
14 in. wide x 34 mils thick in 





CATALIN RODS for sale 
q in. diam., 21 in. long in 
translucent Amber, Red, Blue 
Tortoiseshell, Honey, Mottle 
and Black. 


GRANULATION plantavail- 
able for reprocessing Acetate, 
Polystyrene, Polythene and 
other Thermoplastic scrap. 
Materials ground to customers 








coils. requirements. 
All enquiries to:— 


JOHN CASTLE & Co. Ltd. 


5 HURLEY ROAD, LONDON, S.E.11 
Telephone: RELiance 4274/5 








MICHAEL S. STEVENS 


PLASTIC SCRAP 


Buyers at Your Works of 
Injection Scrap, Scrap Cuttings 


KESWICK WORKS, KESWICK RD., PUTNEY, S.W.15 
VANdyke 3345 





HEATING ELEMENTS 
FOR THE PLASTIC INDUSTRY 


BAND HEATERS (Single Units or 
Hinged) AND STRIP HEATERS, 
CERAMIC INSULATED 
STRIP HEATERS, CARTRIDGE 
HEATERS AND TUBULAR HEATERS 


a THE NEW 





MICA INSULATED 











‘“SSILKSCREEN” 


For PRINTING ON FLAT OR 
CYLINDRICAL PLASTICS 


The SILKSCREEN process is inexpen- 

sive and ideal for multi- or single- 

colour printing on flat or cylindrical 
PLASTIC materials 


Consult : 


GAYLER & HALL LTD. 
21/23 Regina Road, Southall 
Middlesex Tel. SOU 3529 


The leading manufacturers and suppliers of all industrial 
silk screen printing materials and equipments 














N ELMATIC CERAMIC wounateo | ) 
BAND HEATERS 


Made as single units, or in two 

semi-circular forms for clamping. 

Specially designed for heavy in- 

dustrial use and long reliable 
service. 








PERKINS & SEWARD LIMITED 


HEAD OFFICE: 56, ST. MARY STREET, CARDIFF 


TELEPHONE : CARDIFF 45623 
London Agents: ELPROD LTD., 189 WARDOUR ST., W.1. Tel.: GERrard 7685 








REQUIRED 


IN A WEST LONDON AREA 


WAREHOUSE 


AND GARAGE PREMISES 
FOR WELL-KNOWN 


MANUFACTURING COMPANY 


Premises must be 30,000 to 50,000 sq. ft., have good 
loading facilities and minimum headroom 12 ft. 6 ins. 


Particulars of available premises to : 


CHAMBERLAIN & WILLOWS 


23, MOORGATE, E.C.2 CITY 6013 























— een 











RUBBER IMPROVEMENT LIMITED 


1. Rigid P.V.C. in sheets for Elec- 
trical, Engineering and 
numerous industries. Produced 
in a wide range of Opaque 
colours in thicknesses ranging 
from *040” to °250”, press 
polished or matt. 

2. RILPLATE ‘“Two-Tone’’ lami- 
nates are ideally suitable for 
signs, displays, fascias, letters, 
etc., is easily engraved using 
hard sharp cutters. 


3. RILPLATE and “‘Two-Tone’”’ can 
be manipulated to almost any 
shape or form, is resistant to 
most oils, acids and alkalis, 
is dimensionally stable at 
normal temperatures and has 
excellent di-electric properties. 


HEAD OFFICE: Leonex 
Works, Hythe Road, 
Willesden, N.W.10 

Phone: Ladbroke 2454 

Grams: Rubberland, Harlesden 


NORTHERN AREA OFFICE: 
22, Upper Camp Street, 
Broughton, Salford 





RILMOLD 

Cellulose Acetate Moulding 
Powders. 

RILON 

Embossed Unsupported P.V.C. 
Sheet. 

RILPOL 

Press Polished Sheet. 
RILFOIL 

P.V.C. Semi-rigid Foil. 
RILCOM 

P.V.C. Compounds. 

RILENE 

P.V.C. Fine Sheeting. 
DUREVER 
Floor Covering. 
LEONEX 
BELTING 
Conveyor Belting as supplied 
to the Mining and Engineering 
Industries. 

LEONEX 

Food Conveyor Belting as 
supplied tothe Food Industries. 


SAFETY 


— FACTORY: “Rilex Works,” 
London Road, Welling- 
borough, Northants 





Phone: Broughton 1549 


Phone: Wellingborough 2218 








IMPERIAL 


CHEMICAL INDUSTRIES LTD. 


Year of Outstanding Progress 





Vital Importance 


of Capital Programme 





Mr. J. 


Tw 25th annual general meeting of Imperial Chemical Industries, Ltd., 
was held on June 19 at Wigmore Hall, 36, Wigmore Street, London, 


i J. Rogers, O.B.E., LL.D., the chairman, presided, and in the course 
of his speech said:— 

As the report shows, the company has again broken records, both in 
turnover and in profits. It is true that some part of ‘the increase in turnover 
is due to rising prices, but the physical volume of turnover has also increased 
to_record levels. 

The re‘ er” to the stock replacement reserve of £7,000,000 and 
£5,000,000 to the obsolescence and replacement of assets reserve have been 
made in order to guard the physical volume of the company’s assets from 
the ravages of inflation, and the Board consider that only after such transfers 
have been made is there a balance of profit available for distribution and 
the further building up of the company’s reserves. As the accounts show, 
it is possible to make these provisions for the year 1951, to pay a final 
dividend of 10 per cent. on the Ordinary stock, making 13 per cent. for 
the year, and still to leave a small increase in the balance on the profit 
and loss appropriation account. - 

It is the considered opinion of the directors that, after full provision 
has been made for the proper maintenance of the productive assets of the 
company, stockholders should be given, by way of increased dividends, 
some part of the increased profits due to the progressive expansion of the 
company. The total Ordinary dividend for 1951, 13 per cent., before 
taxation, is still smaller in purchasing power than the dividend of 8 per cent. 
paid for a number of years before and during the year. Wage earners 
and salary earners get increases which help to compensate them for the 
increased cost of living, and it is not unreasonable to consider stockholders 


in the same way. 
RECORD OF PROGRESS 


_ As you will have seen from the report, the company’s record for 1951 
is one of outstanding progress. That progress continues, and the directors 
have before them no shortage of important and profitable schemes of 
expansion and development in which the company’s resources can be 
employed. Many of these schemes arise from years of patient and 
well-directed research. The programme of capital extensions for the next 
two or three years, however, will have to be held back, in part, at any 
rate, because of the shortage of essential equipment and building resources 
for, which, quite properly, priority is being given to rearmament. 

Exports are as important, or almost as important, as rearmament. The 
company’s direct exports are now running at well over a million pounds 
a week. In addition to the company’s direct exports, it has to be remembered 
that a substantial proportion of our products goes to other industries which 
are producing for export. For this reason it is in the interests of the 
country, as well as of the company, that our capital programme should be 
pressed forward with no more delay than is absolutely necessary during 
the present crisis conditions. Another reason for pressing on with this 
Programme is that we must keep ahead of foreign competition. 





Rogers on Current Trading Conditions 


I have said that we have no shortage of important and profitable proposals 
for capital expenditure. Indeed, the Board have been aware for some 
time of the need to be selective and to concentrate upon those projects for 
which the company is particularly well placed, having regard to its accumulated 
experience and its large and specialized research and development organization. 
The company’s forward capital programme is, therefore, under constant 
review. 


FUTURE TRADING PROSPECTS 


So far as our future trading prospects are concerned, I should be unwise 
if I attempted any prophecy to-day. 1952 has brought new problems to 
some industries which a year or two ago were having difficulty in finding 
enough materials and labour to cope with an excessive demand, but which 
to-day are unable to find adequate markets cither at home or overseas for 
their output. The setback in the textile industries, for example, is not a 
problem peculiar to this country, but is world-wide, and this setback 
inevitably affects the demand for dyestuffs. For other industries there has 
been similar change from anxiety about raw materials to anxiety about 
markets. Nevertheless, it is difficult to interpret these signs as foreshadowing 
a general depression. So far in 1952 we have not been seriously affected 
by these conditions and our turnover has been satisfactory, notwithstanding 
the resurgence of German and Japanese competition. The directors remain, 
however, keenly alive to the need to watch changes in trading conditions, 
— at home and overseas, and to adapt ourselves quickly to these 
conditions. 


E.P.L.—A HARMFUL TAX 


I am confident that we can meet this competition and that we shall 
continue to expand our business in spite of the obstacles to expansion placed 
in our way, and in the way of other progressive companies, in the form 
of penal taxation, which seems almost to have been designed to encourage 
Stagnation and to prevent progress. I refer, in particular, to the new excess 
profits levy. The chairmen of almost all important companies who have 
had the opportunity of making public statements since the announcement 
of this levy have condemned it as a most unwise piece of legislation which 
cannot fail to do great harm to Britain’s trade and industry, and I am in 
complete agreement with this condemnation. Whatever the yield of this 
tax and whatever its purpose in terms of party politics, this tax, even in 
its modified form, will do much more harm than good to the country, and 
it is bound to hit hardest those progressive companies whose activities are 
most likely to assist the country to get out of its present economic troubles, 
particularly those engaged in the export trade. 

The report and accounts were adopted. 

The proposed alteration to the articles of association was approved —_ 
the proposal to increase the company’s capital’ from £95, 
£120,000,000 by the creation of £25,000,000 unclassified shares of £1 cote 
was sanctioned. 
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eyor by Rownson 


Portable ch Ltd., London 


w & Clydes 
MENT ~ 
LIFTING meee ATED 


1cAL "at 
ELECTR : + dratruck by 
ciate Ms Power jacks Ltd 


; ee i, London 
reRING YOUR HYDRA een Vine 





b 
Light Bulldozer Attachmen wd 
William Bunce & Son, 


The above illustrations are typical of the wide application of OWE P AC es 
KON. Power Jacks Hydraulic Equipment to lifting and handling 
. Newrey ») problems. Our Technical Advice Service, either to assist LIMITED 
“ews, cro’ towards or provide a complete layout, is at your disposal. 


May we send you particulars ? |} TVALETTA RD: ACTON: LONDON: W3 
"PHONE: SHEPHERDS BUSH 3443 ’GRAMS: NEWSORBER, EALUX, LONDON 


M. CALDERON LTD. Cry 
THE MANUEACTURE OF F : R E ! 

HEATING ELEMENTS WHERE'S YOUR ‘ 

PLASTICS MOULDING NU-SWIFT? 


The World’s Fastest Fire Extinguishers 


IN DUSTRY —for every Fire Risk 


Pressure-operated by sealed CO Charges 
ALL ENQUIRIES TO HEAD OFFICE: NU-SWIFT LTD * ELLAND - YORKS 


In Every Ship of the Royal Navy 
— ee mmm 
LONDON, N.|! CAN. 4696 


WE are cash buyers 
of merchandise of : 
every description. Also 
Clearance Stocks, Dis- 
continued Lines, Sur- 
— Stocks, Bottles, 
= FOR 

a ed | BAKELITE 


Acetate and other Synthetic 


SHOULDyex have anything for disposal,cither now Mouldings. Modern Plant 
particulars and price on a cash settlement basis. and Facilities 


RELIANCE TRADING COMPANY APPLIANCE CO. LTD. 
13, New College Parade, Finchley Road, London, N.W.3 WOOLFOLD, BURY, LANCS. 


TELEPHONE : PRIMROSE 3167 AND 5611 
elephone: Bury 1569-1. Telegrams : “Bysonite, Bury.” 












































favourable terms, 
and without trouble. 
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Send for 
LIST No. 
250 


ETHER-WHEELCO 


ELECTRONIC CONTROLS 


The Ether-Wheelco ‘Capacitrol’’ Electronically Operated 
Temperature Controller provides reliable and accurate 
control for Injection Moulding Machine nozzles and platens. 
The instrument operates instantly, and gives far closer 
temperature control than any other type of Controller on 
the market. The use of thousands of these instruments 
for this purpose has proved their accuracy and reliability 
all over the world. 


ETHER [ TYBURN RD., ERDINGTON, BIRMINGHAM, 24 
° TELEPHONE: EAST 0276-7 





Holdens 





For the grinding of 

all kinds of Pow- 

ders, Chemicals, Minerals, 

Colours, Paints, Enamels, 

etc. Supplied lined with hard 
Porcelain, Silex or special linings, 

and can be insulated to suit particular 
classes of work. 


Send for our free illustrated literature 
STEELE & COWLISHAW, LTD., 
Engineers (Dept. No. 27) 


Head Office and Works: 
COOPER STREET, HANLEY, STOKE-ON-TRENT 


London Office: 329, High Holborn, W.C.! 
- Telephone : Holborn 6023 


Wectby a Conluhy’s XPOULng iy Grinding — 








PLASTICS 


POWER- DRIVEN HAND No 
Pegs Trante Mort 


N.G.F. 250 EQUIPMENT 
for the Toolroom 


This equipment is ideal for making and 
maintaining jigs, dies, press tools, moulds, 
etc. It comprises a .45 h.p. Universal 
motor with built-in 2-speed gear, giving 
speeds of 10,700 and 1,500 r.p.m., flexible 
shaft and ball-bearing handpiece to take 
any of the 62 tools contained in the type 
T.C. 250 Tool Case. The standard equip- 
ment includes profile grinding wheels, 
rotary files, wire brushes, felt bobs, 
polishing mops, and arbors for each. 


Illustrated folder on application. 


FLEXTOL ENGINEERING 
COMPANY LIMITED 


Head Office and Works: 


THE GREEN, EALING, LONDON, W.5 


Telephone: EALING 6444/5/6/7 


Midland Area: W. H. Simpson, 9 Hillside Avenue, Mapperley, 
Nottingham. Phone: Arnold 68273 
Northern Area: J. H. Bogg, 19 Howard Road, Northenden, 
Manchester. Phone: Wythenshaw 3061 
Western Area: T. Sheppard, 17 Stradbrook Avenue, Kingsway, 

Bristol 5. 
Scotland Area: G. K. Baillie 66 Craiglockhart Road, Edinburgh 11. 
Phone: Edinburgh 88345 
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The rate for paragraph announcements is 4d. per word, minimum 4s. 
Series discounts : 5% for 6 and 10% for 12 consecutive insertions. anes +: Cash with order. Box number fee: 1/- 


cg ogy Space 50/- per inch. 


Remittances should be made payable to Temple Press Limited and instructions addressed to the Manager, ‘ * Plastics,” 
Bowling Green Lane, London, E.C.1. Terminus 3636. 


that, the words “apply Employment Exchange or 
the employment offered, or the 


“SITUATIONS VACANT” ADVERTIS 


workers req! 





EMENTS. Adverti are requested to note 
Scheduled Employment Agency” must be ve in all “‘Situations Vacant” eae unless the 
rk d under the Notification of Vacancies Order, 1 


The proprietors retain “ere right to sebuse or withdraw advertisements at their discretion and 
are not responsible for clerical or printer's errors although every care is taken to avoid mistakes. 





AGENCIES 


FOR OUR PURCHASES of injection moulds for plastics in Britain and 
Continental Europe we desire contact with experienced engineer and tool- 
maker to act for us as buyer and supervisor of mould making and to 
take over final responsibility for inspection and acceptance of finished 
moulds. Louis Marx and Co., Ltd., Swansea. 180-3 


BOOKS AND PUBLICATIONS 


BLaersce, gd wad AND TECHNOLOGICAL,” 3rd edition, by 
H. Fleck, M.Sc., F.R.I.C. A completely revised edition, ad a recognized 
omnoed work on the chemistry, _and technology of plastics. — r a 
be im every technical library.”—‘‘ Times Review of Industry.”” 440 
40s. net from booksellers, x 40s. 9d. by post from the publishers, Temple 
Press t Bowling Green Lane, London, E.C.1 ZZZ 

* CELLULOSE ACETATE PLASTICS,” by Vivian Stannett. A com- 
plete technical survey of one of the most popular and adaptable products 
of the plastics industry. ‘‘ Excellently illustrated, thoroughly up to date.’ 

**Chemical Trade Journal.” 284 pages, 30s. net from booksellers, or 

3 y i * from the publishers, Temple Press Ltd., Bowling Green 

oun 

DS’ FOR PLASTICS,” by W. M. Halliday. Meets the needs 

of both ee designer and toolmaker. Discusses design, construction, 
operation and maintenance problems in the light of practical experience, 

‘An important and comprehensive handbook.”—‘‘ Modern _ Plastics.”” 
Illustrated, 286 pages, 30s. net from booksellers, or 30s. 6d. by post from 
the publishers, Temple Press Ltd., Bowling Green Lane. London, E.C.1. _zzz 

He THEC IRY OF POLYMER’ IZATION,” by H. R. Fleck, M.Sc., F.R.I.C. 
Full explanation in simple language, with examples, calculations and 
exercises of this fundamental aspect of the chemistry of plastics. Tthustrated, 
144 pages, 10s. 6d. net from booksellers, or 11s. by post from the publishers, 
Temple Press Ltd., Bowling Green Lane, London, E.C.1. ZZz 


BUSINESSES, PREMISES, OFFICES, ETC. 


WANTED TO BUY. Engineering business with full modern equipment 
for making injection moulds for plastics. we details by letter to T. H 
Sleigh, 79 Watsons Green Road, Dudley, Worcs. 180-4 


MACHINERY, TOOLS AND PLANT 


ALTERNATORS. Diesel sets, electric motors, switch gear, transmission 
equipment, _——- lighting and industrial fittings ex stock. Keen prices. 
Contact G. Murphy, Ltd., Menston, near Leeds. Zzz-210 

HYDRAULIC PUMPS. ‘The best pumps. best deliveries, best prices, all 
sizes up to 60 g.p.m., 3,000 Ib. pressure, 120 h.p., three-phase 400-440 vo'ts. 
on a Ringley. Phone 3551. 182-2907 

ETUS ” MACHINERY, ex stock, belt grinders or sanders. 4-in. band, 
£7 meg motorized, £15 10s.; also 6-in. model, 13-speed, motorized, ¥-in. 
drilling *machines, £20: exhaust fans, air compressors, paint spray plants, etc. 
Catalogue from manufacturers. John P. Steel, Dept. 8, Bingley, Yorks. - 

2zz-330 

MARKING MACHINES FOR PLASTICS from Perspex to P.V.C. and 
polythene. We manufacture a wide range of moderately priced machines with 
electric heating and automatic roll-leaf feed for marking all pes of o—_ 
with gold, silver and colours. Send us vour marking problem: Joh 
Marshall, Ltd., 36 Powell Street, London, E.C.1. Phone, Clerkenwell 5432. 

: 925 

HYDRAULIC, Fraser Mono-radial pumps, new and second-hand, in stock. 
Thompson and Son (Millwall), Ltd., Cuba Street, London, E.14. East 1844 


222-333 
PLASTIC MACHINERY. 


250-ton upstroke press, ram 18-in. diameter by 15-in. stroke. Tee-slotted 
table 2 ft. 6 ins. by 14 ins., daylight 14’4 ins., W.P. 1 ton per sq. in. 

200-ton upstroke by Davey, ram 15-in. diameter by 10-in. stroke, moving 
table size 2 ft. 2 ins. by 2 ft., cotenes by two 1%in. diameter pushback 
rams. daylight table to head 2 ft. 6 ins., W.P. 2.500 — pet sq. in. 

180-ton upstroke by Hydraulic Reabeteeteds Co.. ram 10%-in. diameter by 
approximately 2-ft. stroke, fully guided table, working oven 3 ft. by 2 ft. 6 ins., 
—, 1642 ins.. W.P. 5,000 Ib. per sq. 

150-ton upstroke by Finney, ram PS -in. diameter by approximately 20-in. 
stroke, fully guided table, working area 22 ins. by 14 ins., adiustable daylight 
22% ims.-28'% ins., fitted with electric platens size 14 ins. by 14 ins., maximum 

P. 3 tons per sq. in. 

140-ton upstroke by Tangye, ram 14-in. diameter by approximately 21-in. 
stroke, fuliy guided table 2 ft. by 1 ft. 6 ins., adiustable daylight 16 ins.- 
29 ins., table is returned RA two 2-in. diameter’ pushback rams, W.P. 1 ton 
per sq. in. 

100-ton downstroke by Bradley and Turton, ram 12-in. diameter by 9-in. 
stroke, fully guided table 1 ft. 9'4 ins. by 1 ft. 8% ins., returned by single 
pullback ram 314-in. diameter, daylight 20 ins., mechanical ejector mechanism 
complete with hydraulic ram, . 1 ton per sq. in. 

100-ton upstroke, ram 9-in. diameter by 2-ft. 6-in. stroke, moving table 
tee-slotted, size 4 ft. 3 ins. by 4 ft., daylight 3 ft. 5 ins., W.P. 3,360 Ib. 
per sq. in. 

75-ton upstroke by Bradley and Turton, ram 10-in. diameter by 12-in. 
stroke, moving table fully guided having a working area 184 ins. by 17 ins., 
daylight adjustable from 18!4 ins. by 27% ins., W.P. 1 ton per sq. in. 

75-ton downstroke by Bradley and Turton, ram 10-in. diameter by 9-in. 
stroke, moving table has working area 18 ins. by 17 ins., returned by means 
of single pushback ram 3-in. diameter, daylight 20 ins., complete with 
pre-filling tank, W.P. 1 ton per sq. in. 

65-ton downstroke by Rice and Co., ram 9-in. diameter by 12-in. stroke. 
fully guided table 21 ins. by 13 ins., ‘returned by means of 4)-in. diameter 
pullback ram, daylight adjustable “from 2 ft. ins.-1 ft. 8 ins., W.P. 1 ton 
per sq. in. 

50-ton hand-operated upstroke by Finney, ram 15-in. diameter by 6-in. 
stroke, fully guided table 16 ins. by 15 ins., daylight adjustable from 7/4 ins.- 
18'4 ins. by means of hand wheel. bottom table raised by hand-operated 
hydraulic double-acting pump. 

50-ton upstroke by Finney, ram 12-in. diameter by 18-in. stroke, fully guided 
table fitted with electric platens 14 ins. by 13'4 ins. thermostatically controlled, 
daylight adjustable from 14 ~ -21 ins., W.P. % ton per sq. in. 

eorge Cohen Sons and ., Ltd., Wood yy London, W.12. Phone, 
Shepherd’s Bush 2070; and Staningley. near Leeds. Phone, Pudsey a 





Machinery Tools and Plant (contd.) 


FULL STEAM IN FIVE MINUTES with B. and A. electrode boilers, used 
by British industries for 20 years. No_boilerhouse, no flue, no attendant 
needed. The most compact and convenient steam raisers available, can go 
beside_machines_ using the steam. Write for Leaflet 118, Bastian and Allen, 
Ltd., Ferndale Terrace, Harrow, Middlesex. 181-2984 

200-TON downstroke pre-filling semi-automatic moulding press, fitted steam- 
heated platens, 25 ins. by 30 ins., bottom double-acting hydraulic ejector, 
self-contained hydraulic pumping equipment, available for immediate delivery. 

Reed Brothers (Engineering), Ltd., Replant Works, Cuba Street, Millwall, 
E.14. Phone, East aN ps lines). 180-7 

IDDON  144-IN. TIC EXTRUDING MACHINE for sale with 
electrically heated ws motor drive for 400-440/3/50, machine has three- 
speed gears, weight about 13 cwt. F. J. Edwards, Ltd., 359 Euston Road, 
London, .W.1. 5 

= foie SALE, one Raydene Welder Type W.3.B. Write Box P803, ome of 

astics 

FOR SALE: Two H.P.M. 16-0z. injection moulding machines, Model 350/ H/16 
fully automatic; in good condition. Apply Box P801, care of * a 9012 





PLASTICS MACHINERY. 
Hydraulic Presses of all sizes, Injection Machines, Extruders, Mixing Mills, 
Hydraulic Pumps and Accumulators. 
Send your inquiries to the specialists. 
REED BROTHERS (ENGINEERING), LTD.., 
REPLANT WORKS, 
CUBA STREET, MILLWALL, E.14. 
Phone, East 4081 (five lines). 2zz-335 





1,500 kW poe gg TYPE geared pass out Metropolitan Vickers 
turbo alternator set, new 1930, 175 lb. working pressure, 600 degrees F. tem- 
perature, pass out 30 . pressure, reduction gear 6,000/1,500 r.p.m., alternator 
wound for 3,300 volts, 3 phase, 50 —. a! 500 r.p.m., complete with surface 
condensing plant, and all auxiliaries, as 

Burrill, 109 Pencisely Road. Llandaff, Cardiff. Phone, Llandaff oe, 5.3082 

“A & K” HAND TOGGLE PLASTIC MOULDING PRESS for ols, steel 
plate frame, elect. heated tools, max, stroke 534 ins., centre to back 8% ins.. dic 
space, ram down 94 ins., hand ejector, weight 9 cwts. Photo, etc. : 1. 
Edwards, Ltd., 359 Euston Road, N.W.1 180-12 

50-TON HYDRAULIC PRESS e Finney, with electrically heated platens, 
14 ins. by 14 ins., 5 ins. daylight, Tangye pump, hand operated, perfect con- 
dition, £175. View any time. Robert Van Houten, Ltd., 147 Farringdon 
Road, London, + A 180-11 


MACHINERY, TOOLS AND PLANT WANTED 


WANTED. 4-02z., 6-0z., 8-0z. Peco or similar injection moulding machines, 

secondhand, price and full particulars to Box P7931, care of * a ane 
x 

25-TON DOWN-STROKE reel PRESS, self-contained, required, 
Box P8022, care of ** Plastics 180- 


NOTICES 


CORONATION. Any kind of portraiture, bishly qualified sculptor oes 
his service. Studio B, 3 Greville Place, London, N.W.6. 180-1 


PRODUCTION CAPACITY AVAILABLE AND WANTED 


INJECTION MOULDING IN POLYSTYRENE AND ACETATE, ETC. 
Capacity available on modern mass-production plant up to 8 oz. Can use your 
moulds or produce moulds in our first-class toolroom. We have extensive 
and long experience in production of industrial, fancy goods and _ toys. 
Plasticast_ Developments, Ltd., Princes: Street, Peterborough. 

INJECTION MOULDING by I.0.G. Industries, Ltd., 41 as. Lane, 
15, pacviond 2804. 2728 
LDIN G CAPACITY available up to 3 oz. injection a 50" tons 
Ph mg Small electrical medical equipment m ou 
Solsway Plastic Laboratories, Ltd., Lancaster Road, High Wycombe. 

High kat 2136. 

CONSULT GLENWOOD PRODUCTS, High Street South, a. Beds. 
for ** Perspex’ fabrication 181-2859 

SHORT RUNS A SPECIALITY; LONG RUNS A PLEASURE. Low mould 
costs and overheads. Injection capacity and technical knowledge at your 
service. Mh meee Plastics, 367 High Street North, London, _E.12. 
Grongemod 2 187-2858 

BELEY MICA, PLASTIC CO. for injection moulding. Tools if eet 
Phone, Leytonstone 2639, or call 252-6 L.M.S. Railway Approach, High Road, 
Leytonstone, E.11. _ 222-328 

KINGSTON PLASTICS, LTD., Unity Works, Union Street, Kingston-on- 
Thames. Manufacturers of virgin and second-grade cellulose acetate moulding 
powders, matched to customer’s own requirements for colour and flow. 
Customer’s own waste also reprocessed to specified requirements. Sorting and 
grinding, incorporating magnetic separation of metallic particles, 
thermoplastics undertaken. Phone, Kingston 8405. 

REPETI IN in Ebonite, Erinoid, etc. Capstan lathe work. 
Temple Street, Rugby 

INJECTION MOULDING CAPACITY available up to 3 oz. 
oe a speciality. 





Precision 
Guardian Plastics, 56 Bermondsey Street, oe, 





PLASTICS (MANCHESTER), LTD., 
BRITAIN’S LEADING STOCKISTS AND DISTRIBUTORS 
SPECIALISTS IN 
FABRICATION, INJECTION MOULDING AND ENGRAVING. 
11 WHITWORTH STREET, 
MANCHESTER, 1. 


Central 7081-2 and Central 1000. zzz-0316 
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Production Capacity Available and Wanted (contd.) 

INJECTION MOULDINGS IN THERMOPLASTICS. Mouldings in styrene, 
acrylics and acetate. Design and toolroom facilities available for mould _con- 
struction, inquiries invited. J. and E. Courtney, Ltd., 138 Stratford Road, 
Birmingham, 11. 183-2928 

IMPORTANT FIRM OF TOY MANUFACTURERS desire to contact trade 
moulders with injection moulding capacity. State fullest details. Reply Box 
P7814, care of ** Plastics. 180-2929 

MAKERS Bey for Plastic Bird Cage Fountains. Sample on request. 
Box P7925, e of ** Plastics 180-2990 

INJECTI ON. ‘MOULDING CAPACITIES . to 5 -. Compression moulding 
capacities also available. Box P794, car * Pla 180-2992 

REPETITION MACHINING. Gan, Cualin, . etc. Starr, 2 = 
End Road, E.1. 184-2987 

AUTOMATIC CUTTING AND SLITTING SERVICE. We specialize in 
cutting films from rolls to all shapes and sizes. Cellulose acetate, Cellophane, 
Pliofilm, P.V.C. Alkathene cut accurately at reasonable rates. —_, Ltd., 
21 Woodthorpe Road, Ashford, Middlesex. 2-336 

DINES PRODUCTS, Stanley Road, Grays, Essex, for injection moulding ™ 

TO TOY MANUFACTURERS AND OTHERS, send us your inquiries for 
mass production of clockwork mechanisms and sheet metal components com- 
plete, including tooling and assembly. Centre lathe and capstan work. Small 
orders appreciated. Large orders even more so. Phone, Advance aon 
Stamford Metallics, Ltd., 2-4 Peary Place, Roman Road, London, E.2. 0-38 





CAN YOU MAKE COMBS FOR US? 


Concern with own supply of moulding powders is desirous of having 
combs moulded on moulders own existing modern comb moulds. en 
P8017, care of ** Plastics.” 0-21 





INQUIRIES —. Bg coped suas on 16 oz. injection moulding 
machine. Box P8020, of 180-18 

EIGHT Oz. INJECTION MOULDING “CAPACITY immediately available 
in polystyrene, cellulose acetate, etc., customers own moulds can be used 
or tools produced in our up-to-date tool room. Apply Box M153, aa, 
Haslam and Co., 231 Strand, London, W.C.2 180-6 


RAW MATERIAL AVAILABLE AND WANTED 


SCRAP. Offer to:— 
Michael S. Stevens, Keswick Works, Putney, S.W.15. Vandyke 3345. 
184-2727 
PERSPEX! PERSPEX!! PERSPEX!!! Official stockists for I.C.I acrylic 
o-. — cut to your requirements. Fabrication and mounting specialists 
to the trade:— 
. C. Errington ee Ltd., 132a Uxbridge Road, Hanwell, London, 
W.7. Phone, Ealing 5288. 722-314 
2% TONS REWORKED BLACK ACETATE, 15 cwt. virgin Erinoid baby- 
pink acetate. All in sealed bags. Offers to Box P742, care of ** Plastics 32 
2Z2z-321 
PERSPEX SHEETS/SCRAP, clear and coloured, large stock, wide assort- 
ment at competitive prices. Apply Box P7534, care of ** Plastics.” 186-2813 
THERMOPLASTICS WANTED! Perspex, cellulose acetate, P.V.C., poly- 
thene, polystyrene, etc., in sheets, off-cuts and waste, also all types of 
moulding powder. Send’ details Box P7533, care of ‘* Plastics.’ 186-2812 
P.V.C. WANTED, virgin compound and clean scrap. We collect and pay 
cash. Box P741, care of ** Plastics.”’ zzz-320 
OD! VE, LTD., offer immediate deliveries of ebonite, casein, 
laminated Bakelite in rods, sheets and tubes. Also cellulose acetate tubing, 
clear and_ coloured. E. Goodeve, Ltd., 188a Seven Sisters Road, N.7. 
—s 3654. 187- — 
ARIETY OF INJECTION MOULDS for sale, good condition. 
cman goods. Box P767, care of * Plastics 181-2853 
WANTED, Polythene scrap. Write to Box P7416, care of ** Plastics.” 
zzz-0322 
WANTED, surplus or redundant merchandise, clearance stocks of any 
description or discontinued lines. 
sentative will be pleased to call or, alternatively, please send samples with 
particulars, quantity and price. Lawrence Edwards and Co., 6-7 Wellington 
Close, Ledbury Road, London, W.11. Phone, Bayswater 4020. a ie 
POLYSTYRENE SHEETS AND ROD. Sheets 28 ins. by 20 ins. and 22 i 
by 18 ins. Rod, various diameters in 6-ft. lengths. Miltoid, Ltd., 34-36 Royai 
College Street. Camden Town, N.W.1. Phone, Euston 6467. 181-2993 
ALL THERMOPLASTIC SCRAP wanted. Sell to the manufacturers who 
can pay best prices—promptly. Collection from your works if required. 
Samples and details to Almex, Ltd., Imperial Works, Watery Lane, Birming- 
ham, 9. Phone, Vic 0238 and 0329; or 120 Moorgate, London, E.C.2. Phone, 
Met 9641. 180-2860 
FOR SALE. About 5 cw, unused surplus polythene, Grade 7 a 
Box P802, care of ‘“ Plastics }0-x9355 
PERS a P in fares quantities wanted. Please write Box POD care 
180-26 
CELLULOSE ACETATE SHEETING, white 10, 20 and 30/1000 ins. 
wanted; must be cheap. , Offers with samples and ‘particulars invited. Box 
P8010, care of ** Plastics. 180-27 
POLYSTYRENE CLEAR.  venean surplus material wanted. Please offer 
Box van care of “* Plas 
ik a od TRANSPARENT "SCRAP in quantities wanted. Box P8012, care of 
= 180-29 


ACETA ATE AND POLYSTYRENE SCRAP, celluloid sheeting, Polythene 
continuously for sale. ek aT invited. Herbert Connor, 120 Beaufort Park, 
Falloden Way, London, N.W.1 180-30 

anu *hea" black, re 3 tons for disposal. Box P803, 

a 1 
cafe’ of «+ Plastic.” some colours and natural for sale. Please Write Box resis. 
te) astics. 

CELLULOID, white 3 mm. thick, approximately 1,300 Ib. and opal cellulose 
acetate sheets 60/1000 ins. approximately 196 Ib., far below cost price for 
disposal. Box P8015, care of ** Plastics. 130-. 

ACE ; ‘ea? and Polystyrene nozzle apres, several tons for sale. Box ro 
care of “* ics. 

DELAFILA, THE INERT — Used in the manufacture of plastics 
and insulating and sealing compo Prompt supplies in a wide range of 
fineness grades. The Old Delabole "Tice Co., Ltd., Delabole, Cornwall. 3 
222-337 
X, LTD., can offer all at prices well below current list:— 
Polystyrene. 

Cellulose Acetate. 
Polyethylene. 
P.V.C 


Polyvinyl Butyral. 

Perspex and Diakon, 

Send now a a 

Cuex, Ltd., 270 Corporation Street, Birmingham. Central 5474. 
POLYSTY RENE VIRGIN CRYSTAL CLEAR, ten tons, 2s. Ib. Box 8023, 
care of ‘“* Plastics.”’ 0-15 








SPECIAL Day eerigpe 


BX Plastics Ltd., are now in ition to supply Se FILM. 
Makers of Xylonite (Cellulose Nitrate) Bexoid (Cellulose Acetate) and Tri- 
acetate films. 


Samples, specifications and quotations sent gladly on request. 
BX PLASTICS LTD., 
HIGHAM STATION AVENUE, 
CHINGFORD, LONDON, E.4. 
Phone, Larkswood 5511. 


Cash immediately—no delay. Our repre-. 
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Raw Material Available and Wanted (contd.) 

CELLULOSE ACETATE MOULDING POWDER, virgin material in original 
bags (BX and BIP), good colours below cost-price for disposal. Please enquire 
for particulars, Box P806, care of ‘* Plastics.” 180-23 

FOR S ~ 5,000 Ibs. of Diakon cream moulding powder. Best offers to 
Chief Buyer, Platers and Stampers, Ltd., Burnley. 0-9 

ACETATE SC purest flame proofed optical quality for disposal in 
large quantities of flesh, crystal, and brown. Mottled colours. Guaranteed for 
purity. For supplies contact, J. W. Nash and Co., Ltd., 27 Beethoven Street, 
London, W.10. 180-20 

ACETATE BLACK SHEETING, 112 and 2mm., approximately 7 cwt. for 
disposal. Best offer taken. Box P8018, care of ** Plastics. 180-22 

CELLULOID SHEETS, various colours and thicknesses, for sale. Box 
P807, care of ** Plastics.” 

DIAKON, new moulding powder, transparent pink, blue, and green, for 
disposal. Box P808, care of “ Plastics. 180-25 


SITUATIONS VACANT 


The engagement of persons answering advertisements in respect of 

vacant situations must be made through a local office of the Ministry 

of Labour, or a scheduled employment agency if the applicant is a 

man between the ages of 18 and 64 inclusive or a woman between the 

ages of 18 and 59 inclusive, unless he or she, or the employment, is 

excepted from the provisions of Notification of Vacancies Order, 1952. 
PLASTICS. Complete, inexpensive tuition at low inclusive fees. For free 
details write to The Principal, The Rapid Results College of Engineering 
Technology, Dept. E.152, Tuition House, London, S.W.19 (or call at 235 


Grand pa Trafalgar Square, W.C.2). Whitehall 8877. zzz-300 
XTRUSION SHOP FO 


E REMAN wanted for wire and cable production. 
Only absolutely qualified man acceptable with sufficient technical knowledge, 
experience and drive to fully guarantee smooth production flow. State age, 
oe jobs held, salary. Box P7521, care of ‘ Plastics.” 22zz-329 

TRAVELLER WANTED for P.V.C. sheeting in the Greater London area, 
to poi manufacturers and makers-up. Please apply The Manager, Plastic 
Materials, Ltd., Mayfair 0708. 180-2985 

MOULDERS (compression) required, fully experienced, high rate and 
bonus, ae suitable applicants accepted as trainees. Box P7926, care of 

* Plasti 180-2989 

TECHNICAL SALES REPRESENTATIVE with connection in London or 
Midlands, experience essential, required for firm of well-established compres- 
sion and injection plastic moulders in South-West London. Write stating 
fully, details of eS age and salary required. Prestware, Ltd., Lombard 
Road, London, S.W 180-2991 

EXTRUSION SHOP ‘FOREMAN. Large plastics materials company require 
experienced man for the thermoplastic extrusions department. ust possess 
sufficient practical knowledge, experience and drive to guarantee planned 
production, Good salary. State age and experience. Box P805, -— ¢ 

* Plastics. 

TECHNICALLY QUALIFIED YOUNG MAN, to take charge of plastics 
moulding department engaged mainly in injection moulding of most modern 
materials. Position is with a company of repute and offers excellent prospects 
to the ag soeeenmt. Write, giving qualifications, salary required, etc. 
Bo: e of ** Plastics. 180-36 

YOUNG “GRADUATE KRLC. or B.Sc., seeking industrial experience, 
required for South Coast firm | engaged on development, of new plastic materials. 
State saiary expected. Box P8024, care of ‘* Plastics.’ 180-x9156 

MOULDING FOREMAN required to take charge of compression moulding 
section in S.W. London area. Only fu:ly experienced men need apply. 
High salary and excellent prospects to —_ ,man. Write details of past 
experience to Box P8019, care of ‘“* Plastic 180-19 

RESEARCH CHEMIST AND TWO ‘ASSISTANTS required by London 
division of rapidly expanding chemical engineering concern for investigations 
into new chemical processes and supervision of development of new resins, 
adhesives and impregnated papers from laboratory stage to mass production. 

ive, energy and willingness to work hard essential, excellent opportunity 
for ambitious young chemists. Saiary according to qualifications. Box 
P8021, care of ‘* Plastics : 180-17 

SENIOR DRAUGHTSMAN required. Experienced in design and lay-out 
of plastic moulds. Apply, stating experience and salary required. Moulded 
Products, Ltd., Chester Road, Tyburn, Birmingham, 24. 180-13 


TIME RECORDERS 


FACTORY TIME RECORDERS. Service rental. Phone, Hop 2239. Time 
Recorder Supp'y and Maintenance Co., Ltd., 157-159 Borough High 
Street, S.E.1. 185-02768 


TRANSFERS 


PLAXON AND HARRISON supoly self-adhesive decorative transfers for 
plastics. List and samples. Falcon Works, Jersey.. 189-2926 


MISCELLANEOUS 


EXTEND YOUR TRADE. 
Use a trade mark. Consult 
Trade Mark Protection Society, 
12 Church Street, Liverpool. 90-2986 
STAFF TIME CHECKING AND JOB COSTING TIME RECORDERS. all 
makes for quick cash sale, exceptional condition. Write Box 868, Smiths, ieee 


leet Street, EC.4. 
Figgo SW sw vA NSDOWN POLISHING MOPS, 8 ins. by 36 fol Come ned 
Optical aula, Ltd., Bath Road, Slough, Bucks. Phone, Slough eas 


OL 
§ er 


DIESINKERS, 


x MOULDS, 
e a JIGS. 


89-91, ROCKINGHAM LANE, 
SHEFFIELD, 1. 


TELEPHONE: SHEFFIELD 24047. 
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GRAMS—BALACA 
PHONE—GRO 5717 


TEL 


Manufacturers 
Direct Associates 





QUALITY GUARANTEED 


BLC (EXPORTS) LTD. 
MOULDING 


POWDERS 


(HOME AND EXPORT) 


Hanover Building, 


35/39 Maddox St., 
LONDON, W.|I 











are our business ... 
Not just a department 


AS the leading specialists in this field our technical 
staff welcome enquiries for all types of extruded 
plastics. Wecan promise you also keen personal 
service and a completely satisfactory product. 


C&C MARSHALL ito 


PLASTRIP HOUSE, OAKLEIGH ROAD NORTH, LONDON, N.20 
Telephone : Hillside 5041 (3 lines). Telegrams : Tufflex, Norfinch, London 


Cables : Tufflex, London 





LONDON & SCANDINAVIAN 
METALLURGICAL CO LIMITED 


Injection moulds for small 
and intricate articles 


Sole manufacturers of hard 
nickel electroformed cavities 


DIES for TEXTILE BOBBINS 


CHELTON WORKS, GONSALVA ROAD, 
LONDON, S.W.8. 


MACaulay 5575 





INDEX TO ADVERTISERS 


Name Page 


A 
Albright & Wilson, Ltd. ~ ie a Pere 
Ashdowns, Ltd. ve St =e is oe 


B 

Bakelite, Ltd. .. om 5 ‘ ae 
Bakelite, Ltd., (Vybak) .. os Back Cover 
Baldwin Instrument Co., Ltd., ‘The .. X st 
Ball, W. W., & Sons, Ltd. : 4 
Barber & Duffy, Ltd. 

B.1.P. Engineering, Ltd. 

B.1.P. Tools, Ltd. 5 
Birkby’sLtd. .. .. 

B.L.C. (Exports) Ltd. .. 

Blythe Colour Works, Ltd. 

Bradley & Turton, Ltd. 

Bridge, David, & o_* Ltd. 

British Celanese, Ltd. 

British Geon, Ltd. 

British Moulded Plastics, Ltd. 

British Resin Products, Ltd. 

BX Plastics, Ltd. 

Byson Appliance Co., Ltd. 


c 
Calderon, M., Ltd. 
Castle, John, & Co., Ltd. 
Central African Rhodes Centenary Exhibition 
Chamberlain & Willows nl ee 
Chase, Bernard .. : 
Clifford Covering Co., ‘Ltd. |! 
Cohen, George, Sons & Co., Ltd. 
Coldwell, W. B., & Sons, Ltd. 
E. K., Led. ia 
Cole, R. H., & Co., Ltd. 
Crystalate, Ltd... oe 


D 
Davis Bros. (Metal & ‘apes Ltd. 
Davis & Timmins, Ltd.. 
Duratube & Wire, Ltd. 


E 
East Anglia — Ltd. 
E.M.B. Co., 





Name Page 


Erinoid, Ltd. 
Ether, Ltd. 
Evode, Ltd. 


Inside Front Cover 
‘s sit o 


Ferguson, James, & Sons, Ltd. 
Finney Presses, Ltd. 

Firth Brown Tools, Ltd. 
Flextol Engineering Co., Ltd. 
Funditor, Ltd. .. 


G 

Galea, Gilbert .. 

Gas Council, The ai 

Gayler & Hall, Ltd. .. 

General Electric Co., Ltd., The 
Gosheron, John, & Co., Ltd. , 
Greenwich Leathercloth Co., Ltd., The 
Griffiths, wee Lloyd & Go: Ltd. 
Grovic, M., & Son, Ltd. 5 


Hellerman Electric, Ltd. 
Hupfield Bros., Ltd. .. 


I 

Imperial Chemical Industries, Ltd. .. 

Imperial Chemical Industries, Ltd. 
Meeting Report) - a ok a x 

Industrial Plastics, Ltd. id ce a  - 

Insulators, Ltd. .. a ss ve oe a 

loco, Ltd. ° oe 


Front Cover 
(Company 
59 


J 
Johnson, Matthey & Co., Ltd. 


K 
Kelvin & Hughes aewanaas Led. 
Kent Mouldings .. se 
Kenure, J. F., Ltd. 

Kleemann, O. & M., Ltd. 

Kodak, Ltd. os 


i 
London & Scandinavian Metallurgical Co., Ltd. 





Name 


M 
Marshall, C. & C., Ltd. 
Monsanto Chemicals, Ltd. 


N 
Nu-Swift, Ltd. .. 


P 

Perkins & Seward, Ltd. 

Plastic Engineers, Ltd. 

Plastomatic, Ltd. is 

Power Jacks, Ltd. - 
Frojectile & Engineering Co., Ltd., ‘The oe 


R 

Radio Heaters, Ltd. a“ 
Reliance Trading Company ian 
Resinous Chemicals, Ltd. 

Rootes Mouldings, Ltd. 

Rubber Improvement, Ltd. . 
Rue, Thomas De La., & Co., ‘Ltd. 


s 

Shaw, Francis, & Co., Ltd. .. 
Shipton, E., & Co., Ltd. 
Smith, Stanley, & Co. 
Spicers, Ltd. 

Steele & Cowlishaw, Ltd. 
Stevens, Michael S. 

Stone, Evans & Brauch, Ltd. 


bd 
Tant, W. H., & Co., Ltd. 
Thermo-Plastics, Ltd. .. 


U 

United Ebonite & Lorival, Ltd. 
Universal Metal Products, Ltd. 
Universal Tools, Ltd. .. . 
Utilex, Ltd. : 


Vv 
Vinyl Products, Ltd. 


w 
Wickman, Ltd. 





Printed in England and Published Monthly by the Proprietors, TEMPLE PRESS LTD., BOWLING GREEN LANE, LONDON, E.C.I. 
Annual i subbsarintion rate 34/- (Canada and U.S.. y $5 ~- Shorter periods pro rata. Registered for transmission to Canada and Newfoundland by magazine post. AGENTS 
ABROAD — EUROPE — Messageries Dawson (S.A.), Paris; Messageries Hachette et Cie, Paris; W.H. Smith & Son, Paris and Brussels. U.S.A.— International News Co., 
New York. CANADA—Wm. So Service Ltd., Toronto ; Gordon & Gotch, Ltd., Toronto. AFRICA—Central News Agency, Ltd., Cape Town ; W. Dawson & Son 
(S.A.), Cape Town. ASIA—W. Thacker & Co., Ltd., P.O. 190, Bombay. AUSTRALIA and NEW ZEALAND—Gordon & Gotch (A’sia) Ltd, 





JULY, 1952 


Constructed in the 5th century B.C. on whai 
has come to be regarded as the most perfect 
system of proportions, the Parthenon, standing 
on the Acropolis at Athens, has weathered the 
vicissitudes of time and man. Today critics 
uphold this majestic structure as a classic ex- 
ample, representing the ultimate in design and 
execution. 

Permanence and beauty, so exemplified, are 
to be found, in one form or another, in other 
spheres. They are the inherent qualities of 
the pigments manufactured by us—the basic 
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ingredients of paints that gladden the eye and 
remain permanent under variable conditions 
of heat, light and atmosphere. Our range of 
products covers the application of colour by 
every industry and we can always advise on 
specific requirements. 


Blythe 


COLOUR WORKS LTD 
CRESSWELL STOKE-ON-TRENT 


THE HOME OF 


WORLD'S 


THE BEST COLOURS 
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re Very, 


will you need to be reminded of the 
advantages of VYBAK plastics .. . such as 
ease of manipulation (including moulding 
by standard injection and compression pro- 
cesses) . .. smooth, rapid rate of flow... or 
toughness and high dielectric strength ... 
resistance to heat, oil, chemicals and wear 
and tear . . . in various forms, rigid, flexible, | 


X;, 
coloured or clear. 
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